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Description 

BACKGROUND OF THE INVENTION 
Field of the Invention 

The ^present invention relates to a portable dis- 
penser-container containing : wet tissues and dry 
tissues.' More specifically, the present invention re- 
lates to- a portable dispenser : container, from which 
the wet ' tissues and the dry tissues contained 
therein can be individually dispensed one by one, 
and especially, it can be repeatedly opened and 
resealed for wet tissues required to be hermetically 
sealed. 

Description of the Prior Art 

Recently, wet tissues, i.e.; fibrous materials im- 
pregnated with cleaning solution such as alcohol, 
have been utilized widely for cleaning dirt on hands 
or other body portions. Such wet tissues packed in 
a cylindrical container are used at home or shops, 
and wet tissues contained in a small dispenser- 
container are sold for portable use and are widely 
used. 

Although wet tissues are convenient for clean- 
ing skin or make up, their usage has been limited 
since they are in a wet condition. In other words, in 
some cases, they cannot be used in place of dry 
tissues. Accordingly, it is necessary for users to 
take dry tissues as well as wet tissues in the 
outdoors. 

Either one of wet tissues and dry tissue may 
be often left behind, if a user want to have both a 
small dispenser-container of wet tissues and a 
small dispenser-container of dry tissues. Accord- 
ingly, a portable pack wherein wet tissues and dry 
tissues are combined is convenient. 

An example of such a portable pack is dis- 
closed in Japanese Utility Model Publication No. 
Sho 57-60399. In the pack disclosed in this pub- 
lication, wet tissues and tissue paper are contained 
in a bag-like pack made of a water impervious 
regin film in such a manner that both the tissues 
are laterally in parallel, and the central portion of 
the pack between the wet tissue and the tissue 
paper and the peripheries of the pack are heat 
sealed. The pack is intended to be folded at the 
heat sealed central portion. 

Since the portable pack disclosed in the above- 
described Japanese Utility Model Publication No. 
Sho 57-60399 has a construction as described 
above, the industrial manufacture of the pack is 
difficult. 

More specifically, when the portable pack dis- 
closed in Japanese Utility Model Publication No. 
Sho 57-60399 is intended to be manufactured, wet 



tissues and tissue paper have to be laid on a lower 
resin film while they are laterally in parallel, and an 
upper resin film provided with dispensing openings 
for the wet tissues and the tissue paper is supplied 

s onto the laid wet tissues and tissue paper, and then 
the central portion of between the wet tissue and 
the tissue paper and the peripheries of the pack 
are heat sealed to form a bag. 

However, in such a manufacturing process, 

io when the wet tissues and tissue paper are laid on a 
lower resin film while they are laterally in parallel, 
liquid which has been impregnated with the wet 
tissues may leak out or flow out, and the adjacent 
tissue paper may be wetted and may be deterio- 

15 rated. 

In addition, portions to be heat sealed on the 
resin film may also be wetted, and the heat sealing 
may be difficult. 

Although the peripheries of the pack can be 

20 heat sealed with relatively ease, heat sealing at the 
central portion between the wet tissues and the 
tissue paper can not be done well unless the 
positions of the wet tissues and the tissue paper 
are precise. Accordingly, the wet tissues and the 

25 tissue paper must be precisely supplied to the 
predetermined positions on the lower film, and the 
displacement of the laid materials must be pre- 
vented while they are transferred to the sealing 
station. These require very complicated control and 

30 adjustment, and in actual fact, satisfaction of these 
requirements is very difficult. Thus, continuous 
manufacture of such packs is practically impos- 
sible. 

In an alternative process for manufacturing the 

35 above-described packs, a bag with one open side 
is prepared by sealing three peripheries of the 
pack and the central portion, and after the wet 
tissues and the tissue paper are inserted into the 
bag through the open side, the open side is heat 

40 sealed to for a portable pack. 

However, it is difficult to automatically insert 
tissues, especially wet tissued, into the bag, and 
accordingly, continuous manufacture of the packs 
is impossible. Accordingly, the cost of the above- 

45 described pack is expensive. 

In addition, the portable pack disclosed in the 
above-described Japanese Utility Model Publica- 
tion No. Sho 57-60399 is a four-sided seal pack, 
wherein the peripheries of the three sheets are 

50 sealed together, the pack has hard peripheries. 
Accordingly, it is not easy for a user to handle the 
pack since the hard portions in the pack may hit 
the user's hand. Further, the size of the pack may 
be voluminous by the size of the sealed peripher- 

55 ies comparing with a sum of size of the contents 
and the necessary tolerance. 

Further, the portable pack disclosed in the 
above-described Japanese Utility Model Publica- 
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tion No. Sho 57-60399 is folded at the heat sealed 
central portion when it is carried. However the pack 
as a whole is bulky because the wet tissues, the 
tissue paper and the four thick films are stacked 
and because the folded portion has a tendency to 
open. Thus, a compact dispenser-container for por- 
table use is required. 

In US-A-4,651 ,874 a dispenser-container is pro- 
posed, wherein three sheets are used, two of which 
are used for bag and the other one of which is 
used for a partition, and are superposed, and the 
four peripheries of the sheets are sealed while the 
dry contents and wet content, sandwiching the par- 
tition therebetween, are inserted into spaces be- 
tween the sheets. 

Since the portable pack disclosed in US-A- 
4,651 ,874 is a four-sided seal pack, wherein the 
peripheries of the three sheets are sealed together, 
the pack has hard peripheries. Accordingly, it is not 
easy for a user to handle the pack since the hard 
portions in the pack may hit the user's hand. Fur- 
ther, the size of the pack may be voluminous by 
the size of the sealed peripheries comparing with a 
sum of size of the contents and the necessary 
tolerance. 

When the dispenser-container disclosed in US- 
A-4,651 ,874 is manufactured, contents in a dry 
condition are disposed on a sheet-like material, and 
then, a sheet-like material for partition is laid over 
the contents, and thereafter, contents in a wet 
condition are disposed on the sheet-like material 
for partition. In such a stacked condition, the pe- 
ripheries of the three sheets are heat sealed. Since 
the two kinds of contents are stacked via a partition 
or since the three sheets are simultaneously heat 
sealed while two kinds of contents are sandwiched 
therebetween as described above, adjustment for 
continuous manufacture is relatively complicated. 
Especially, when the thickness of the contents is 
large, the stacked contents may be displace. Ac- 
cordingly, in this case, it is necessary to enlarge 
the sizes of the sheets relative to the contents 
contained in the pack. Therefore, it is difficult to 
obtain compact dispenser-containers. Similar prob- 
lems exist with the dispenser-containers as known 
from US-A-4,793,879. 

Besides the present applicant proposed in EP- 
A-0 193 130 a method of producing a dispenser- 
container containing two kinds of contents, wherein 
first contents, for example, contents containing wet 
materials, are contained in an inner container pro- 
vided with a dispensing opening and a flexible flap, 
an opening is formed in a sheet to be an outer bag, 
the position of the opening formed in the sheet for 
the outer bag and the position of the flap of the 
inner bag are coincided while the inner container 
and second contents are stacked, and the stacked 
inner container and the second contents are 



wrapped by the sheet for the outer bag and the 
outer bag is formed. 

According to the method for producing dis- 
penser-container disclosed in EP-A- 193 130, a 

5 process is necessary, in which process prepared is 
the first contents contained in the inner container 
provided with an opening and a flexible flap for 
releasably covering the opening. After this process, 
it is necessary for the inner container hermetically 

w containing first contents and the second contents to 
be wrapped by a sheet for the outer bag. Thus, the 
manufacturing process may be lengthy and pro- 
ductivity is not high. 

Further, according to the method, the position 

75 of the opening of the sheet for the outer bag and 
the position of the flap of the inner bag have to be 
coincide with each other while the inner bag and 
the second contents are stacked. The adjustment 
upon manufacturing operation is relatively com- 

20 plicated. Further, since the inner bag itself con- 
stitutes a perfect resealable dispenser-container, 
the finally obtained dispenser-container containing 
two kinds of contents may be bulky, because of the 
longitudinal seal when the inner bag is of a pillow 

25 type, or because of the sealed peripheries when 
the inner bag is a four-sided seal pack. 

Objects of the Invention 

30 The present invention was achieved taking into 
consideration the above-described problems inher- 
ent to the prior art and characteristics required for 
a dispenser-container for containing wet contents 
and dry contents. 

35 An object of the present invention is to provide 
a dispenser-container containing wet and dry con- 
tents, by which the above-described problems in- 
herent in the prior art can be obviated. 

Another object of the present invention is to 

40 provide a dispenser-container containing wet and 
dry contents, which is inexpensive, compact and 
easy to handle for a portable use. 

A still other object of the present invention is to 
provide a dispenser-container containing wet and 

45 dry contents, which is simple in construction and 
compact and which can be manufactured easily at 
a low cost. 

A further object of the present invention is to 
provide a process for continuously manufacturing 
50 such a dispenser-container. 

A still further object of the present invention is 
to provide an apparatus for performing the process 
for continuously manufacturing a dispenser-contain- 
er of the present invention. 

55 



5 



EP 0 368 240 B1 



6 



SUMMARY OF THE INVENTION 

According to the present invention, the above- 
described objects are achieved by a dispenser- 
container comprising a container body including 
two containing spaces, wherein one of said contain- 
ing spaces contains wet tissues and the other dry 
tissues, said container body being a pillow-type 
bag made by a first and a second flexible sheet, at 
least one of said sheets being of liquid impervious 
material, said second flexible sheet dividing said 
pillow-type bag into said two containing spaces, 
said first sheet being tubularly formed to provide 
overlapping longitudinal edges of said first sheet, 
said first and said second sheets being attached to 
each other near the transverse seals of the pillow 
type bag and having a first opening at or near said 
overlapping longitudinal edges to provide access to 
one of said containing spaces, and a second open- 
ing in that bag sidewall portion opposite said over- 
lapping longitudinal edges to provide access to the 
other of said two containing spaces, characterized 
in that those two lateral side edges of said second 
sheet running parallel with respect to said overlap- 
ping longitudinal side edges of said first sheet are 
sealed to said first sheet along and substantially 
parallel with respect to said overlapping longitudi- 
nal side edges of said first sheet to provide said 
space containing said wet tissues, which space is 
opposite said overlapping longitudinal edges, and 
said first and said second sheets are sealed to- 
gether to provide the transverse seals of the pillow 
type bag. 

The above-described objects are also achieved 
by a dispenser-container comprising a container 
body provided with two containing spaces, wherein 
one of said containing spaces contains wet tissues 
and the other of said containing spaces contains 
dry tissues, 

said container body being a bag constituted by 
a first flexible sheet and a second flexible sheet, at 
least one of said sheet being made of a liquid 
impervious material; 

said first sheet constituting a bag of a pillow- 
type, having longitudinal edges which overlap each 
other, and transverse end seals; 

said second sheet having one of an opening 
and a weakened line for forming said opening, to 
permit dispensing of tissues therethrough, and hav- 
ing a flexible flap for resealably covering said 
opening for dispensing tissues, characterized in 
that: 

said second sheet is attached to that outer side 
of said bag of a pillow type formed by said first 
sheet at entire peripheries thereof to provide said 
space containing said wet tissues, which space is 
opposite said overlapping longitudinal edges; and 

said first sheet has a portion defining an open- 



ing for dispensing said dry tissues at or near said 
overlapping longitudinal edges of said first sheet. 

It is preferred that the longitudinal edges of the 
containing space for tissues in a dry condition are 

5 slightly sealed with each other in such an extent 
that they can be manually separated. Because of 
this construction, a user is assured by manually 
separating the longitudinal edges that nobody has 
taken the contents out of the containing space 

w before the user uses. 

However, the longitudinal edges of the first 
sheet overlapping each other may not be sealed at 
all with each other. 

In place of the above-described arrangement of 

75 the opening, which is formed by not sealing the 
longitudinal edges of the first sheet, for dispensing 
the contents in a dry condition, in the dispenser- 
container according to the present invention, while 
the overlapping longitudinal edges of the first sheet 

20 are sealed, a weakened line such as a perforated 
line may be formed on the surface of the first 
sheet, where the overlapping seal is formed, so as 
to form an opening for dispensing the contents in a 
dry condition. 

25 Further the above-described objects are 

achieved by a process for manufacturing a dis- 
penser-container comprising a container body in- 
cluding two containing spaces, wherein one of said 
containing spaces contains wet tissues and the 

30 other dry tissues, said container body being a 
pillow-type bag made by a first and a second 
flexible sheet, at least one of said sheets being of 
liquid impervious material, said second flexible 
sheet dividing said pillow-type bag into said two 

35 containing spaces, said first sheet being tubularly 
formed to provide overlapping longitudinal edges of 
said first sheet, and having a first opening at or 
near said overlapping longitudinal edges to provide 
access to one of said containing spaces, and a 

40 second opening in that bag sidewall portion op- 
posite said overlapping longitudinal edges to pro- 
vide access to the other of said tow containing 
spaces, said process being characterized by: 

feeding said second flexible sheet in such a 

45 manner that said second sheet overlies said first 
sheet; 

supplying said wet tissues between said first 
and second sheets before they completely overlie 
each other; 

50 supplying said dry tissues in such manner that 
they overlie said wet tissues sandwiching said sec- 
ond sheet therebetween; 

attaching both longitudinal edges of said sec- 
ond sheet to said first sheet; 
55 wrapping said dry tissues by said first sheet 

along a longitudinal direction; 

transversely sealing both said sheets; and 
transversely cutting said sheets, as well as by 
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a process for manufacturing a dispenser-container 
comprising a container body provided with two 
containing spaces, wherein one of said containing 
spaces contains wet tissues and the other of said 
containing spaces contains dry tissues, 

said container body is a bag constituted by a 
first flexible sheet made of a liquid impervious 
material and a second flexible sheet; 

said first sheet constitutes a bag of a pillow 
type, having longitudinal edges which overlap each 
other, 

said second sheet has one of an opening and 
a weakened line for forming said opening, to permit 
dispensing of said wet tissues therethrough, and 
has a flexible flap for resealably covering said 
opening for dispensing said wet tissues, 
said process being characterized by: 

feeding said first flexible sheet in such a man- 
ner that it overlies said second sheet; 

supplying said wet tissues between said sheets 
before they completely overlie each other; 

supplying said dry tissues in such manner that 
they overlie said wet tissues sandwiching said first 
sheet therebetween; 

attaching both longitudinal edges of said sec- 
ond sheet to said first sheet; 

wrapping said dry tissues by said first sheet 
along a longitudinal direction; 

transversely sealing both said sheets; and 

transversely cutting said sheets. 

Preferred embodiments of the processes ac- 
cording to the invention are described in sub- 
claims 7 to 10 and 17 to 20. 

A dispenser-container provided with two con- 
taining spaces according to the present invention 
can be prepared in an apparatus comprising: 

means for feeding a first continuous sheet of a 
liquid impervious material; 

means for feeding a second continuous sheet 
of a liquid impervious material; 

one of the first sheet and the second sheet 
having weakened lines for forming openings at a 
predetermined distance, and having flexible flaps 
for resealably covering the openings, and the other 
sheet not being provided with flaps; 

means for supplying tissues in a wet condition 
between the first sheet and the second sheet; 

means for supplying tissues in a dry condition 
in such manner that they overlay with the tissues in 
a wet condition sandwiching the other sheet there- 
between; 

means for fixing both longitudinal edges of one 
of the sheets to the other sheet; 

means for guiding the other sheet so as to 
wrap the tissues in a dry condition by the other 
sheet along a longitudinal direction of the other 
sheet; 

means for transversely sealing the sheets; and 



means for transversely cutting the sheets. 
The apparatus may further comprise means for 
slightly sealing longitudinal edges of the sheet 
wrapping the tissues in a dry condition, means for 
5 forming a longitudinally extending weakened line 
near one of longitudinal edges of the sheet wrap- 
ping the tissues in a dry condition, or means for 
sealing longitudinal edges of the sheet wrapping 
the tissues in a dry condition. 

w 

BRIEF DESCRIPTION OF THE DRAWINGS 

The present invention will now be explained in 
detail with reference to the accompanying draw- 
75 ings, wherein: 

Fig. 1 is a perspective view, seen from one side, 
of an embodiment of a dispenser-container of 
the present invention; 

Fig. 2 is a perspective view showing the rear 
20 side of the dispenser-container illustrated in Fig. 
1; 

Fig. 3 is a cross sectional view, which is en- 
larged relative to Figs. 1 and 2, taken along line 
Ill-Ill in Fig. 1; 

25 Fig. 4 is a cross sectional view of another em- 
bodiment wherein the flap is closed; 
Fig. 5 is a flow diagram showing a process and 
apparatus for manufacturing the embodiment of 
the dispenser-container illustrated in Figs. 1 to 

30 3; 

Fig. 6 is a flow diagram showing another pro- 
cess and apparatus for manufacturing the em- 
bodiment of the dispenser-container illustrated 
in Figs. 1 to 3; 

35 Fig. 7 is a perspective view of a third embodi- 
ment of a dispenser-container of the present . 
invention, wherein an opening for dispensing 
tissues in a dry condition faces upwardly; 
Fig. 8 is a cross sectional view of the third 

40 embodiment illustrated in Fig. 7, which view is 
similar to Fig. 4; 

Fig. 9 ia a flow diagram showing a process and 
an apparatus for manufacturing the third em- 
bodiment of the dispenser-container illustrated 

45 in Figs. 7 and 8; 

Fig. 10 is a flow diagram showing another pro- 
cess and apparatus for manufacturing the em- 
bodiment of the dispenser-container illustrated 
in Figs. 7 and 8; 

50 Fig. 11 is a perspective view of a fourth embodi- 
ment of a dispenser-container of the present 
invention, wherein an opening for dispensing 
tissues in a dry condition faces upwardly; 
Fig. 12 is a cross sectional view of the fourth 

55 embodiment illustrated in Fig. 11, which view is 
similar to Fig. 4; 

Fig. 13 is a flow diagram showing a process and 
an apparatus for manufacturing the fourth em- 
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bodiment of the dispenser-container illustrated 
in Figs. 11 and 12; t %<0 
Fig. 14 is a flow diagram, showing another pro- 
cess and apparatus for manufacturing the em- 
bodiment of the dispenser-container illustrated 
in Figs. 11 and 12; : * 

Fig. 15 is a perspective view of a fifth embodi- 
ment of a dispenser-container A pf the present 
invention, wherein an opening for dispensing 
■ tissues in a wet condition faces upwardly; 
Fig. 16 is a perspective view showing the rear 
side of the dispenser-container of the fifth em- 
bodiment; 

Fig. 17 is a cross sectional view, of the embodi- 
ment illustrated in Figs. 15 and 16, which view is 
similar to Fig. 4; 

Fig. 18 is a flow diagram showing a process and 
an apparatus for manufacturing the fifth embodi- 
ment of the dispenser-container illustrated in 
Figs. 15 to 17; arid 

Fig. 19 is a flow diagram showing another pro- 
cess and apparatus for manufacturing the fifth 
embodiment of the dispenser-container illustrat- 
ed in Figs. 15 to 17. 

PREFERRED EMBODIMENTS 

Embodiments will now be explained referring to 
Figs. 1 to 3. 

Fig. 1 is a perspective view, seen from one side, 
of an embodiment of a dispenser-container of 
the present invention; 

Fig. 2 is a perspective view showing the rear 
side of the dispenser-container illustrated in Fig. 

1; 

Fig. 3 is a cross sectional view, which is en- 
larged relative to Figs. 1 and 2, taken along line 
Ill-Ill in Fig. 1; and 

Fig. 4 is a cross sectional view of another em- 
bodiment wherein the flap is closed. 
In the dispenser-container of the present inven- 
tion, as illustrated, for example, in Fig. 3, a con- 
tainer body provided with two containing spaces. 
One of the containing spaces contains tissues 1 1 in 
a wet condition (wet tissues), and the other of the 
containing spaces contains tissues 12 in a dry 
condition (tissue paper). 

The container body of the present invention is 
a bag constituted by two flexible sheets 1 and 8 
made of a liquid impervious material, respectively, 
more preferably, of a gas impervious material. One 
of the two sheets constitutes a bag of a pillow type, 
and this sheet will be referred to as "first sheet 1" 
hereinbelow. The other sheet 8, which will be re- 
ferred to as "second sheet" hereinbelow, is fixed to 
the first sheet 1 at the inside of the pillow type bag 
or the outside of the pillow type bag. 



A first embodiment will now be explained refer- 
ring to Figs. 1 to 3. 

In the first embodiment illustrated in Figs. 1 to 
3, the flat pillow type bag 1 is made of the first 

5 sheet 1 which is liquid impervious, and more pref- 
erably, which is gas impervious. Both the ends of 
the bag 1 are sealed. The bag 1 is provided with a 
resealable flap 4 on one side thereof. The longitudi- 
nal edges of the sheet 1 are overlapping with each 

w other, and are not sealed at all with each other or 
are sealed with each other in such an extent that 
they can be manually separated. 

There is the second sheet 8 inside the bag 1. 
Inside the bag 1, the longitudinal edges of the 

75 second sheet 8 are fixed to the first sheet 1 by 
means of heat sealing, hot melt adhesive or ultra 
sonic sealing, and the fixed portion is denoted by 
reference numeral 13 in Figs. 3 and 4. Then, the 
both the ends of the second sheet 8 are sealed 

20 together with the first sheet 1. Accordingly, the 
entire peripheries of the second sheet 8 are se- 
curely fixed to the first sheet 1 . 

The inside of the bag 1 is divided into two 
spaces by the second sheet 8. More specifically, in 

25 this embodiment, the second sheet 8 serves as a 
partition. Since the sheet 8 serving as a partition is 
arranged inside the bag 1 as described above, the 
dispenser-container of this embodiment appears 
like a single bag 1 in appearance and is provided 

30 with two containing spaces, where two kinds of 
different tissues 11 and 12 can be stored. 

The bag 1 has on a side, which is provided 
with the resealable flap 4, an opening to permit 
dispensing of the tissues in one of containing 

35 spaces therethrough, or a weakened line for for- 
ming the opening 2, such as a perforated line, 
which is denoted by reference numeral 9 in Fig. 9. 

The shape of the dispensing opening 2 or the 
weakened line for forming the opening 2 may be 

40 formed in any suitable shape forming a closed 
loop, such as a circle, an ellipse, a rectangle or a 
rhombus or a shape forming an open loop such as 
U-shape. The flap 4 substantially covers the open- 
ing 2 or the weakened line. 

45 A surface of the flap 4 has a layer of pressure 
sensitive adhesive 6 applied to the substantially 
entire surface contacting the outer surface of the 
bag 1 , which surface of the flap 4 will be referred 
to as "inside surface" hereinbelow. 

so The flap 4 may be only adhered to the bag 1 . 
However, it is preferred for the flap 4 to be secured 
to the bag 1 so that it will not be removed from the 
bag 1 when it is opened. In order to achieve this 
purpose, there are many ways. Some examples will 

55 now be described. One end of the flap 4 may be 
securely fixed to the bag 1 by means of heat 
sealing, ultrasonic sealing or adhesive. The flap 4 
may be provided at one end thereof with a pair of 
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slits extending from longitudinal sides thereof. The 
flap 4 may have one or more slits at the central 
portion of one end thereof. Alternatively, the weak- 
ened line for forming the dispensing opening 2 
may be formed in an open loop, e.g., U-shape. 

In case that the weakened line for forming the 
dispensing opening 2 is formed, the portion 5 of 
the bag 1, i.e., the first sheet 1, which portion 5 Is 
surrounded by the weakened line, is removed from 
the bag 1 when the dispenser-container is used 
first, and as a result, the portion 5 adheres to the 
adhesive layer 6 formed on the inside surface of 
the flap 4. The removed portion 5 substantially 
covers the opening 2 when the flap 4 is closed and 
serves as a seal for closing the opening 2, which 
will be referred to as closing seal 5. In this case, 
the flap 4 is adhered to the bag 1 by means of the 
pressure sensitive adhesive layer 6 surrounding the 
closing seal 5 and hermetically seal the opening 2 
of the bag 1 . 

In place of the above-described closing seal 5 
which is constituted by a part of the bag 1, an 
opening 2 is formed in the bag 1, and a piece of 
another sheet, the size and the shape of which are 
almost the same as or slightly larger than those of 
the opening 2, may be adhered to the pressure 
sensitive layer 6 in such a manner that it covers 
the opening 2 as a closing seal. 

Due to use of such closing seals 5, the closing 
seal 5 covers the opening 2, and accordingly, the 
tissues 11 contained in the bag 1 does not directly 
contact with the pressure sensitive adhesive layer 6 
under the sealed condition, wherein the flap 4 is 
closed. Thus, the tissues 11 are kept clean. The 
closing seal 5 may be omitted, for example, in 
case that the pressure sensitive adhesive layer 6 is 
formed only at the periphery of the flap 4. 

The above-described containing space with 
flap, i.e., the containing space, which is formed by 
the surface of the bag 1 with the flap 4 and the 
partition 8, can be hermetically sealed, and accord- 
ingly, this space is suitable for storing tissues 11 in 
a vet condition, i.e., moistured fibrous materials. 

In case that the tissues 12 are in a dry con- 
dition, the contents do not require to be gas imper- 
vious, and accordingly, the flap may be omitted. 
Thus, in this embodiment, the other containing 
space is intended to mainly store tissues 12 in a 
dry condition and is provided with no flaps. 

On the other side of the bag (see Figs. 2 and 
3), an opening 20 for dispensing the tissue 12 
contained in the other containing space is formed 
and is provided with no flaps. The opening 20 may 
be formed as follows. 

Longitudinal edges of the first sheet 1, which 
constitutes the bag 1, overlap each other on the 
surface opposite to that provided with the flap 4, 
as, for example, illustrated in Fig. 3. In this embodi- 



ment, the inside surfaces of the longitudinal edges 
face to each other. The longitudinal edges are 
slightly sealed 14 with each other by means of 
weak heat sealing or weak adhesive, in such an 

5 extent that they can be manually separated. Upon 
use, the longitudinal edges are manually separated 
so that an opening 20 for dispensing the contents 
in a dry condition is formed. 

Alternatively, the longitudinal edges of the first 

70 sheet 1 overlapping each other may not be sealed 
at all with each other so that an opening 20 is 
formed. 

In a further embodiment, as illustrated in Fig. 4, 
a longitudinal edge of the first sheet 1 constituting 
75 the bag 1 is laid over the other longitudinal edge of 
the first sheet 1, and the longitudinal edges are 
kept unsealed so that an opening 20 is formed 
between the longitudinal edges. 

When the longitudinal edges are slightly sealed 
20 14 with each other in such an extent that they can 
be manually separated, the longitudinal edges can 
be manually separated by a user upon use, and 
accordingly, the user is assured that nobody has 
taken the contents out of the containing space 
25 before the user uses. 

The material of the first sheet 1 constituting the 
liquid impervious bag 1 may be a film made of 
synthetic resin such as polyethylene, poly- 
propylene, polyamide, polyester, and polyvinyl 
30 chloride, and the film may be a single layer or a 
laminated layer. The film may be a laminated layer 
of the above-mentioned film and an aluminum 
sheet taking into consideration the contents. 

It is preferred that material of the first sheet 1 
35 is so selected that the first sheet 1 can be heat 
sealed. Alternatively, adhesive which has a hot melt 
property and which has melting point lower than 
that of the first sheet 1 may be applied to at least 
the longitudinal edges of the bag 1 . 
40 The material of the second sheet 1 serving as 
the partition is liquid impervious, and preferably 
gas impervious. The material of the second sheet 8 
may be a film made of synthetic resin such as 
polyethylene, polypropylene, polyamide, polyester, 
45 and polyvinyl chloride, and the film may be a 
single layer or a laminated layer. The film may be 
a laminated layer of the above-mentioned film and 
. an aluminum sheet. 

It is preferred that material of the second sheet 
50 8 is so selected that the second sheet 8 can be 
heat sealed with the inside of the bag 1. Alter- 
natively, adhesive which has a hot melt property 
and which has melting point lower than that of the 
first sheet 1 may be applied to at least the longitu- 
55 dinal edges of the second sheet 8. 

Since the second sheet 8 is used as the parti- 
tion in the embodiments illustrated in Figs. 1 to 4, it 
is preferred that the thickness of the second sheet 
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8 is thinner than that of the first sheet 1 and that 
second sheet is?rnore flexible than the first sheet 1. 

The material of the flap -4 may be similar to 
that exemplified for the first sheet 1 . 

With regard to the shape and the size of the 
: flap 4, the area of the flap 4 is larger than that of 
the opening 2, and the shape is preferably a circle, 
an ellipse, a rectangle or a rhombus so. as to be 
aesthetic. * 

It is preferred that the pressure sensitive adhe- 
sive layer 6 applied to the inside of the flap 4 is 
acrylic, rubber, polyester, polyolefin or resin adhe- 
sive. The application of the adhesive may be done 
by any suitable method, such as a roll coat, knife 
coat, spray coat and so on. 

If the flap is a transparent sheet, the conditions 
of the contents and the opening 2 can be see from 
the outside. 

Further, the flap 4 is provided with a grip 7 
formed in a bulged portion at an end opposite to 
the fixed end 3 of the flap 4, and the grip 7 is used 
by the user to open the flap 4. It is preferred that 
the pressure sensitive adhesive layer 6 is not ap- 
plied this grip 7 as illustrated in Figs. 1 and 3. 

The method for securely fixing the flap 4 to the 
bag 1 can be done by any suitable method, such 
as heat seal, ultrasonic seal, high frequency seal, 
seal by adhesive, in accordance with the material 
of the bag 1. Alternatively, the flap 4 may be 
provided at one end thereof with a pair of slits 
extending from longitudinal sides thereof of one or 
more slits at the central portion of one end thereof 
so that removal of the flap 4 beyond the slits is 
prevented. 

A process and apparatus for manufacturing the 
embodiment of the dispenser-container illustrated 
in Figs. 1 to 3 will now be done with reference to 
Fig. 5. 

A continuous sheet, i.e., the first sheet 1, to be 
formed in the bag 1 is fed from a roll 1A by a 
suitable feed device 31 such as a feed roller. 

Then, a weakened line, such as a perforated 
line, for forming opening 2 of a suitable shape is 
formed by a punching machine 32. 

Separately, flaps 4, having pressure sensitive 
adhesive layer, such as acrylic ester adhesive or 
rubber adhesive, coated on one side thereof for an 
extent at least larger than the opening, are pre- 
pared. For example, a continuous released paper 
33 having a plurality of flaps 4 adhered thereto is 
wound on a roll 33A, which is fed by means of a 
suitable feed device 34, such as feed roller, to 
supply the flaps 4. 

The flap 4 is removed from the released paper 
33 and is adhered to the first sheet 1 by means of 
a known suitable device 35 such as a labelling 
machine or by manual operation in such a manner 
that the side with the pressure sensitive adhesive 



of the flap 4 covers the weakened line 9 of the first 
sheet 1, which seat is obtained in the previous 
.■' step. 

In case that one end of the flap 4 is securely 

5 fixed to the first sheet 1 to be the bag by heat 
: sealing, the heat sealing may be done by an ap- 
propriate device such as a heat sealer (not shown) 
which is disposed after the previous station. This 
heat sealing process may be omitted when the 

w securely fixing is done by a method other than the 
heat sealing, such as formation of slits or applica- 
tion of adhesive, or when the flap 4 is only adhered 
to the first sheet 1 . 

The thus obtained first sheet 1 provided with 

15 the weakened lines 9 and the flaps 4 may be 
directly and continuously transferred to the suc- 
ceeding station by means of an appropriate device, 
such as a feed roller, or may be once wound on a 
bobbin to for a roll (not shown), from which the first 

20 sheet 1 is then fed to the next station by means of 
a suitable device 30 such as a feed roller. When 
the first sheet is continuously fed to the next sta- 
tion, it is convenient because winding station and 
winding apparatus are unnecessary though the the 

25 previous station and the succeeding station must 
be synchronized. Contrary to this, when the first 
sheet is once wound and is fed to the next station, 
it is convenient because the timings for forming the 
weakened line 9 and for adhering the flaps are not 

30 required to be synchronized with the timings in the 
succeeding station for supplying contents 11 and 
12 and for packaging them, and further, the ap- 
paratus in the previous station and that in the 
succeeding station can be separately disposed, 

35 and individual apparatuses may be compact. 

Thereafter, sheet-like fibrous materials (wet tis- 
sues) 1 1 made of, for example, synthetic or natural 
paper, woven fabrics, non-woven fabrics, cut cotton 
layers for toilet use, gauze, absorbent cotton, or 

40 foam sheet, impregnated with or applied with cos- 
metics, cleaning liquid, medecine or the like are 
fed onto the first sheet 1, obtained in the previous 
station, by means of a supply device 51. In this 
case, the sheet-like fibrous materials 11 are dis- 

45 posed on portions of the first sheet 1 , where open- 
ings 2 will be formed, on the side opposite to that 
provided with the flaps 4. In other words, the sheet- 
like fibrous materials 11 are disposed in such a 
manner that the flap 4 faces outward in the ob- 

50 tained dispenser-container. 

The supply device 51 may be any suitable 
device which has been conventionally used to 
transfer and supply articles to be packed in pack- 
aging apparatuses. For example, the supply device 

55 51 may be a chain conveyor with attachments 
which horizontally transfers articles at a predeter- 
mined distance therebetween and feeds them one 
by one in synchronization with the feed of the 
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wrapping sheet. The supply device 51 may be a 
material handling equipment which grips and takes 
up the uppermost or lowermost article one by one 
from the articles to be packed which are vertically 
stacked. The supply device 51 may be a combina- 
tion of a conveyor for horizontally transferring arti- 
cles to be packed and a material handling equip- 
ment which grips and takes up the articles one by 
one. 

The second sheet 8 is withdrawn form roll 8A 
by an appropriate feed device 36 such as a feed 
roller and is laid onto the sheet-like fibrous materi- 
als 11 in a wet condition. Then, the longitudinal 
edges of the second sheet 8 are securely fixed to 
the first sheet 1 in a longitudinal direction, i.e., heat 
sealed in this embodiment. The securely fixed por- 
tion is denoted by reference numeral 13. The se- 
curely fixing can be effected by any suitable 
means, such as heat sealing by means of a side 
sealer 37, by adhering by means of adhesive, 
preferably, hot melt adhesive, or by an ultrasonic 
sealing. 

Sheet-like fibrous materials in a dry condition 
12, i.e., tissue paper, are supplied by means of the 
supply device 52 onto the sheet-like fibrous materi- 
als 1 1 in a wet condition in such a manner that the 
sheet-like fibrous materials 11 Ind 12 sandwich the 
second sheet 8 therebetween. Similar to the above- 
described supply device 51, the supply device 52 
may be conventionally known apparatus and may 
have a construction similar to that of the supply 
device 51 . 

In the foregoing explanation, after the longitudi- 
nal edges of the second sheet 8 are securely fixed 
to the first sheet 1, the dry sheet-like fibrous ma- 
terials 12 are disposed onto the second sheet 8. 
The sequence may be reversed, i.e., after the 
sheet-like fibrous materials 12 in a dry condition 
are disposed onto the second sheet 8, the longitu- 
dinal edges of the second sheet 8 may be securely 
fixed to the first sheet 1 . 

Thereafter, the first sheet 1 is guided by a 
former 38 to wrap the wet sheet-like fibrous materi- 
als 11, the second sheet 8 and the dry sheet-like 
fibrous materials 12 by the first sheet 1, and the 
longitudinal edges of the first sheet 1 are over- 
lapped with each other. 

The longitudinal edges of the first sheet 1, 
which overlap each other, are slightly heat sealed 
with each other by means of a center heat sealer 
39 in such an extent that they can be manually 
separated later. The heat sealed portion is denoted 
by reference numeral 14. The longitudinal edges of 
the first sheet 1 may not be sealed at all though 
they overlap each other. 

The transverse openings of the first sheet 1 
and the second sheet 8, which constitute the bag 
1, are securely sealed together at portions ahead 



and behind the stacked contents 11 and 12 by 
means of a conventionally known sealing device 
40, such as a heat sealer or an ultrasonic sealer. 
The heat sealed portions are denoted by reference 

5 numeral 15. 

The transversely sealed portions 15 are cut by 
a cutting device 41 into individual bags to form the 
dispenser-container 50, of the present invention. In 
Fig. 5 the dispenser-container 50 is illustrated in 

w such a condition that the wet sheet-like fibrous 
materials 11 are located at an upper position and 
the flap 4 can be seen. 

Various embodiments of process and appara- 
tus for manufacturing the embodiment of the dis- 

75 penser-container of the present invention, which 
are different from the above-described embodiment 
will now be explained. In these embodiments, the 
articles, parts and devices the same as those illus- 
trated in Figs. 1 to 5 are denoted by the same 

20 reference numerals, and their further detailed ex- 
planation is omitted. 

Fig. 6 is a flow diagram showing another pro- 
cess and apparatus for manufacturing the embodi- 
ment of the dispenser-container illustrated in Figs. 

25 1 to 3, or that illustrated in Fig. 4. 

In the process and the apparatus illustrated in 
Fig. 6, the process and the apparatus before the 
formation of weakened lines 9 for forming opening 
2 in the first sheet 1 and the adhering the flaps 

30 covering the openings 2 are similar to those illus- 
trated in Fig. 5. Thus, the first sheet 1 provided 
with weakened lines 9 and the flaps 4 is prepared 
and is fed to the next station by means of the feed 
device 30. 

35 The process illustrated in Fig. 6 is different 

form that illustrated in Fig. 5 in the following points. 

Although the wet sheet-like fibrous materials 
were disposed onto the first sheet 1 in the embodi- 
ment illustrated in Fig. 5, the wet sheet-like fibrous 

40 materials 1 1 are disposed onto the second sheet 8 
in the process illustrated in Fig. 6, and the first 
sheet 1 is laid onto the wet sheet-like fibrous 
materials 11. In this instance, the first sheet 1 is 
laid onto the wet sheet-like fibrous materials 11 in 

45 such manner that the weakened lines 9 in the first 
sheet 1 correspond the wet sheet-like fibrous ma- 
terials 1 1 and that the side with the flaps 4 faces 
outside. Then, after the longitudinal edges of the 
second sheet 8 are securely fixed to the first sheet 

50 1 in a longitudinal direction (the securely fixed 
portion is denoted by reference numeral 1 3), sheet- 
like fibrous materials in a dry condition 12 are 
supplied from below to positions corresponding to 
the wet sheet-like fibrous materials in such a man- 

55 ner that the sheet-like fibrous materials 11 and 12 
sandwich the second sheet 8 therebetween. 

Thereafter, the first sheet 1 is guided by a 
former 38 so that the first sheet 1 wraps the wet 
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sheeWike fibrous materials 11, the second sheet-8 
and the dry sheet-like fibrous materials 12 form 
above, and that the longitudinal edges of the first 
sheet 1 are overlapped with each other. The over- 
lapping longitudinal edges cannot be seen because 
the are on the rear side. 

The dispenser-container 50 of the present in- 
vention is obtained in accordance with process 
similar to that explained with reference' to Fig. 5. 
More specifically, the longitudinal edges of the first 
sheet 1, which overlap each other; are slightly heat 
sealed with each other by means of a center heat 
sealer 39 in such an extent that they can be 
manually separated later, the heat sealed portion 
being denoted by reference numeral 14, or are not 
sealed at all though they overlap each other. Then, 
the transverse openings of the first sheet 1 are 
securely sealed together at portions ahead and 
behind the stacked contents 11 and 12, heat seal- 
ed portions being denoted by reference numeral 
15, by means of a sealing device 40. Thereafter, 
the transversely sealed portions 15 are cut by a 
cutting device 41 to into individual bags. 

In Fig. 6, the obtained dispenser-container 50 
is illustrated in such a condition that the dry sheet- 
like fibrous materials 12 are located at an upper 
position and the opening 20 for dispensing dry 
sheet-like fibrous materials can be seen. In short, 
the dispenser-container illustrated in Fig. 6 is seen 
form the side opposite to that of Fig. 5. 

Fig. 7 is a perspective view of another embodi- 
ment of a dispenser-container of the present inven- 
tion, wherein an opening 20 for dispensing sheet- 
like fibrous materials 12 in a dry condition faces 
upward. Fig. 8 is a cross sectional view of the 
embodiment illustrated in Fig. 7, which view is 
similar to Fig. 4. 

The dispenser-container of this third embodi- 
ment differs from that of the first embodiment, i.e., 
the dispenser-container illustrated in Figs. 1 to 3. 

In this embodiment, as illustrated in Fig. 7, a 
perforated line 21 for forming an opening to permit 
dispensing of the dry sheet-like fibrous materials 
12 is formed in the first sheet 1 on a side of the 
bag 1, which side is not provided with the re- 
sealable flap 4. The overlapping longitudinal edges 
of the first sheet 1 are sealed. The sealed portion 
is designated by reference numeral 22.) Accord- 
ingly, third embodiment differs form those illus- 
trated in Figs. 1 to 3 and 4 in that the longitudinal 
edges of the first sheet 1 does not serve as an 
opening for dispensing the dry sheet-like fibrous 
materials 12. Upon use, the straight weakened line 
21 formed in the first sheet 1 is torn to form an 
opening, which serves to dispense dry sheet-like 
fibrous materials12. 

The remaining constructions of this embodi- 
ment are substantially the same as those of the 



first embodiment. 

A process and an apparatus for manufacturing 
the dispenser-container illustrated in Figs. 7 and 8 
will now be explained. 

5 Fig. 9 illustrates an embodiment of the manu- 

facturing process and is substantially the same as 
that illustrated in Fig. 5 except for the followings. 

A weakened line 21 extending longitudinally is 
formed near one of the longitudinal edges of the 

10 first sheet 1 by means of a perforated line forming 
device 42. Although the formation of the perforated 
line 21 is illustrated to be just after the punching 
process effected by the punching machine 32 in 
Fig. 9, the location is not limited to the above- 

75 described position as long as it is before the wrap- 
ping of the sheet-like fibrous materials 11 and 12 
by the first sheet 1, i.e., before the former 38. 

Further, after two kinds of sheet-like fibrous 
materials 11 and 12 are wrapped by the first sheet 

20 1 and the longitudinal edges of the first sheet 1 are 
overlapped, the overlapped longitudinal edges of 
the first sheet 1 are heat sealed by the center heat 
sealer 43. (The sealed portion is designated by 
reference numeral 22.) Accordingly, different from 

25 the embodiment illustrated in Fig. 5, the longitudi- 
nal edges of the first sheet 1 does not provide an 
opening for dispensing dry sheet-like fibrous ma- 
terials 12. Instead, the perforated line 21 formed in 
the first sheet 1 becomes a dispensing opening for 

30 the sheet-like fibrous materials 12. 

Other constructions of this embodiment are 
similar to those of the embodiment illustrated in 
Fig. 5. 

Fig. 10 is a flow diagram showing another 

35 process and apparatus for manufacturing the em- 
bodiment of the dispenser-container illustrated in 
Figs. 7 and 8, and it is generally similar to Fig. 6 
but is differs from Fig. 6 in the points explained 
with reference to Fig. 9. 

40 More specifically, this embodiment differs from 

that illustrated in Fig. 6: in that a weakened line 21 
extending longitudinally is formed near one of the 
longitudinal edges of the first sheet 1 by means of 
a perforated line forming device 42; and in that 

45 after two kinds of sheet-like fibrous materials 11 
and 12 are wrapped by the first sheet 1 and the 
longitudinal edges of the first sheet 1 are over- 
lapped, the overlapped longitudinal edges of the 
first sheet 1 are heat sealed by the center heat 

so sealer 43. 

Although Fig. 10 illustrates that the formation of 
the perforated line 21 is done just after the punch- 
ing process by the punching machine 32 similarly 
to that in Fig. 9, the location is not limited to the 

55 above-described position as long as it is before the 
wrapping of the sheet-like fibrous materials 1 1 and 
12 by the first sheet 1. 
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Other constructions of this embodiment are 
similar to those of the embodiment illustrated in 
Fig. 6. 

Fig. 11 is a perspective view of a still further 
embodiment of a dispenser-container of the 
present invention, wherein an opening for dispens- 
ing sheet-like materials 12 in a dry condition faces 
upward, and Fig. 12 is a cross sectional view of the 
embodiment illustrated in Fig. 11, which view is 
similar to Fig. 4. 

The dispenser-container of this fourth embodi- 
ment differs from that of the first embodiment, i.e., 
the dispenser-container illustrated in Figs. 1 to 3. 

In the first embodiment, the second sheet 8 is 
located inside the pillow type bag formed by the 
first sheet 1. Contrary to this, in this embodiment 
illustrated in Figs. 11 and 12, the second sheet 8 is 
located outside the pillow type bag 1 formed by 
the first sheet 1 . 

The longitudinal edges of the second sheet 8 
are securely fixed to the first sheet 1 at the outside 
of the pillow type bag 1 by means of heat sealing, 
ultrasonic sealing, hot melt adhesive and so on, 
and the securely sealed portion is denoted by 
reference numeral 13. The ends of the second 
sheet 8 are securely fixed at the ends of the first 
sheet 1 by means of heat sealing, ultrasonic seal- 
ing, hot melt adhesive and so on. 

Accordingly, in the dispenser-container of this 
embodiment, a containing space is formed be- 
tween the second sheet 8 and the first sheet 1 , and 
at the same time, another containing space is 
formed by a pillow type bag formed by the first 
sheet 1 . Thus, although the dispenser-container of 
the fourth embodiment has an appearance similar 
to a regular pillow type bag and is compact, it is 
provided with two containing spaces like the first 
embodiment. The containing space formed be- 
tween the second sheet 8 and the first sheet 1 
contains the wet sheet-like fibrous materials 11, 
and the containing space formed by the first sheet 
1 contains dry sheet-like fibrous materials 12. 

Further, in this fourth embodiment, the perfo- 
rated line 9 for forming an opening for dispensing 
the wet sheet-like fibrous materials 11 is formed in 
the second sheet 8, and the flap 4 for resealably 
covering the portion surrounded by the perforated 
line 9 for forming the opening is also adhered to 
the second sheet 8. 

This embodiment is substantially the same as 
the first embodiment except that the opening, i.e., 
the perforated line 9, and the flap 4 are disposed 
on the second sheet 8. 

Similar to the embodiment illustrated in Fig. 4, 
the opening 20 for dispensing the dry sheet-like 
fibrous materials 12 is formed by overlapping the 
longitudinal edges of the first sheet 1 forming the 
pillow type bag, which edges are kept unsealed. 



The remaining constructions are similar to 
those of the first embodiment. 

A process and an apparatus for manufacturing 
the dispenser-container illustrated in Figs. 11 and 
5 12 will now be explained. 

Fig. 13 is an embodiment of the manufacturing 
process and is similar to the process and appara- 
tus illustrated in Fig. 5 except for the followings. 

In the embodiment illustrated in Fig 5, the first 
io sheet 1 for forming the pillow type bags was pro- 
vided with the weakened lines 9, i.e., the perforated 
lines, and the flaps 4. Contrary to this, in the 
embodiment of Fig. 13, the second sheet 8 is 
withdrawn from the roll 8A, and the weakened lines 
75 9, i.e., perforated lines, are formed in the second 
sheet 8, and the flaps 4 are attached to the second 
sheet 8 by means of a conventionally known label- 
ing device 35 or by hand in such a manner that the 
portions, which have pressure sensitive adhesive 
20 coated thereon, of the flaps 4 cover the weakened 
lines 9. 

The thus obtained second sheet 8 provided 
with the weakened lines 9 and the flaps 4 may be 
directly and continuously transferred to the suc- 

25 ceeding station by means of an appropriate feed 
device 30, such as a feed roller, or may be once 
wound on a bobbin to for a roll (not shown), from 
which the first sheet 1 is then fed to the next 
station by means of a suitable device 30 such as a 

30 feed roller. 

Thereafter, sheet-like fibrous materials (wet tis- 
sues) 1 1 made of, for example, synthetic or natural 
paper, woven fabrics, non-woven fabrics, cut cotton 
layers for toilet use, gauze, absorbent cotton, or 

35 foam sheet impregnated with or applied with cos- 
metics or medecine are fed onto the second sheet 
1, obtained in the previous station, by means of a 
supply device 51. In this case, the sheet-like fi- 
brous materials 1 1 are disposed on portions of the 

40 second sheet 8, where openings 2 will be formed, 
on the side opposite to that provided with the flaps 
4. In other words, the sheet-like fibrous materials 
11 are disposed in such a manner that the flap 4 
faces outward in the obtained dispenser-container. 

45 The first sheet 1 is withdrawn form roll 1A by 

an appropriate feed device 31 and is laid onto the 
sheet-like fibrous materials 11 in a wet condition. 
Then, the longitudinal edges of the second sheet 8 
are securely fixed to the first sheet 1, the securely 

so fixed portion being denoted by reference numeral 
13. 

Sheet-like fibrous materials in a dry condition 
12, i.e., tissue paper, are supplied by means of the 
supply device 52 onto the sheet-like fibrous materi- 
55 als in a wet condition 11 in such a manner that the 
sheet-like fibrous materials 11 Ind 12 sandwich the 
first sheet 1 therebetween. 
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Thereafter, the first sheet 1 and the second ; 
sheet 8 are guided by a former 38 to wrap the dry 
sheet-like : fibrous materials 12 by the first sheet 1, 
and the longitudinal edges of the first sheet 1 are 
overlapped with each other. The longitudinal edges 
of the first sheet 1 may not be sealed at all though; 
they overlap each other. 

The - transverse openings of the first sheet 1 
and the second sheet 8 are securely sealed to- 
gether at" portions ahead and behind the stacked 
contents 11 and 12 by means of a conventionally 
known sealing device 40, such as a heat sealer or 
an ultrasonic sealer. The heat sealed portions are 
denoted by reference numeral 15. 

The remaining features are the same as those 
of the process and apparatus illustrated in Fig. 5. 

Fig. 14 a flow diagram showing another pro- 
cess and apparatus for manufacturing the embodi- 
ment of the dispenser-container illustrated in Figs. 
11 and 12. 

In the process and the apparatus illustrated in 
Fig. 14, the steps before the formation of the 
weakened lines 9 for forming the openings 2 in the 
second sheet 8 and attachment of the flaps 4 for 
covering the openings 2 are similar to those illus- 
trated in Fig. 13. 

The process illustrated in Fig. 14 is different 
from that illustrated in Fig. 13 in the following 
points. 

Although the wet sheet-like fibrous materials 1 1 
were supplied onto the openings 2 in the Embodi- 
ment illustrated in Fig. 13, the wet sheet-like fi- 
brous materials 1 1 are disposed on the first sheet 
1, over which the second sheet 8 is laid in the 
embodiment illustrated in Fig. 14. In this instance, 
the second sheet is laid on the wet sheet-like 
fibrous materials 11 in such a manner that the 
weakened lines 9 of the second sheet 8 corre- 
spond to the wet sheet-like fibrous materials 11 
and that the surface provided with the flaps 4 faces 
outward. Then, the longitudinal edges of the sec- 
ond sheet 8 are securely fixed to the first sheet 1 . 
Thereafter, the dry sheet-like fibrous materials 12 
are supplied form beneath to positions correspond- 
ing to the wet sheet-like fibrous materials 11. The 
former 38 assists the first sheet 1 to wrap the dry 
sheet-like fibrous materials 12 from above and 
overlap the longitudinal edges of the first sheet 1 . 
The overlapping edges cannot be seen in Fig. 14 
since they are below the dispenser-container. 

Similar steps to those explained with reference 
to Fig. 13 are carried out, and the dispenser- 
container 50 of the present invention is obtained. 
More specifically, the transverse openings of the 
first sheet 1 are securely sealed together at por- 
tions ahead and behind the stacked contents 11 
and 12 by means of a conventionally known seal- 
ing device 40, such as a heat sealer or an ultra- 



sonic sealer. The transversely sealed portions 15 
;are cut by a cutting device 41 into individual bags 
to form the dispenser-containers 50, of the present 
- invention. In Fig. 14, the obtained dispenser-con- 
s tainer 50 is illustrated in such a condition that the 
dry sheet-like fibrous materials 12 are located at an 
upper position and the opening 20 for dispensing 
the sheet-like fibrous materials 12 can be seen. In 
other words, in Fig. 14, this dispenser-container is 
ro observed in a direction opposite to that in Fig. 13. 

Fig. 15 is a perspective view of another em- 
bodiment of a dispenser-container of the present 
' invention, wherein an opening 2 for dispensing 
sheet-like materials 11 in a wet condition faces 
75 upward, Fig. 16 is a perspective view showing the 
rear side of the dispenser-container of this embodi- 
ment, and Fig. 17 is a cross sectional view of the 
embodiment illustrated in Figs. 15 and 16, which 
view is similar to Fig. 4. 
20 This fifth embodiment is similar to the fourth 

embodiment illustrated in Fig. 4 in the following 
points. The second sheet 8 is located outside the 
pillow type bag 1 formed by the first sheet 1. The 
entire peripheries of the second sheet 8 are se- 
25 curely fixed to the first sheet 1. The containing 
space formed between the second sheet 8 and the 
first sheet 1 contains the wet sheet-like fibrous 
materials 11, and the containing space formed by 
the first sheet 1 contains dry sheet-like fibrous 
30 materials 12. 

However, this embodiment differs from the 
fourth embodiment of the dispenser-container in 
the points set forth below. 

The portion 13 securely fixing the longitudinal 
35 edges of the second sheet 8 exits on a surface 
where the opening 20 for dispensing dry sheet-like 
fibrous materials 12 is formed in the fourth embodi- 
ment illustrated in Figs. 11 and 12. Contrary to this, 
in the fifth embodiment, as it is obvious from Fig. 
40 17, the portion 13 securely fixing the longitudinal 
edges of the second sheet 8 locates on a surface 
opposite to that where the opening 20 for dispens- 
ing dry sheet-like fibrous materials 12 is formed. 
Accordingly, should the size of the contained 
45 wet sheet-like fibrous materials 11 be the same, 
the width of the second sheet 8 of the fifth embodi- 
ment can be narrower than that for the fourth 
embodiment. 

When the second sheet 8 is disposed outside 
50 the bag 1 as described with respect to the fourth 
and fifth embodiments, the width of the second 
sheet 8 is not limited by the width of the first sheet 
1 and can be appropriately set in accordance with 
the thickness of the contents 11 to be packed. 
55 Accordingly, in some cases, the width of the sec- 
ond sheet 8 may be wider than that of the first 
sheet 1 . Contrary to this, when the second sheet 8 
is inside the bag formed by the first sheet 1 as 
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described with respect to the first to third embodi- 
ments, it is preferred that the width of the second 
sheet 8 is at most the width of the first sheet 1 . 

Contrary to the dispenser-container of the 
fourth embodiment, in the fifth embodiment of the 
dispenser-container, the perforated line 21, which 
will form an opening for dispensing the dry sheet- 
like fibrous materials 12, is formed in the first sheet 
1 at a surface opposite to that provided with the 
flap 4 (see Fig. 16). The longitudinal edges of the 
first sheet 1 are sealed together. (See Fig. 17, 
wherein the sealed portion is indicated by refer- 
ence numeral 22.) Accordingly, contrary to the 
fourth embodiment illustrated in Figs. 11 and 12, 
the longitudinal edges of the first sheet 1 do not 
serve as an opening for dispensing the dry sheet- 
like fibrous materials 12. Upon use, the perforated 
line 21 formed in the first sheet is torn to form an 
opening, where the dry sheet-like fibrous materials 
12 are dispensed. 

The remaining constructions of the fifth em- 
bodiment are similar to those in the first embodi- 
ment explained with reference to Figs. 1 to 3. 

Fig. 18 illustrates an embodiment of a process 
and an apparatus for manufacturing the fifth em- 
bodiment of the dispenser-container, which are 
similar to the process and the apparatus illustrated 
in Fig. 13, except for the following points. 

A weakened line 21 is formed near one of the 
longitudinal edges of the first sheet 1 by means of 
a perforated line forming device 42. 

After the dry sheet-like fibrous materials 12 are 
wrapped by the first sheet 1 , the longitudinal edges 
of which are overlapped, the overlapped edges are 
heat sealed by the center heat sealer 43, the 
sealed portion is indicated by reference numeral 
22. Accordingly, contrary to embodiment illustrated 
in Figs. 5, the longitudinal edges of the first sheet 1 
do not serve as an opening for dispensing the dry 
sheet-like fibrous materials 12. 

The remaining constructions of the fifth em- 
bodiment are similar to those in the embodiment 
explained with reference to Fig. 13. 

Fig. 19 a flow diagram showing another pro- 
cess and apparatus for manufacturing the fifth em- 
bodiment of the dispenser-container. The process 
and apparatus as a whole are similar to those 
explained with reference to Fig. 14 but are different 
from those explained with reference to Fig. 14 in 
the following points which are similar to those ex- 
plained with reference to Fig. 18. 

More specifically, a weakened line 21 is 
formed near one of the longitudinal edges of the 
first sheet 1 by means of a perforated line forming 
device 42. After the dry sheet-like fibrous materials 
12 are wrapped by the first sheet 1, the longitudinal 
edges of which are overlapped, the overlapped 
edges are heat sealed by the center heat sealer 



43, the sealed portion is indicated by reference 
numeral 22. 

Although the formation of the perforated line 21 
is illustrated to be just after the withdrawal of the 
5 first sheet 1 from the roll 1A in Figs. 18 and 19 ; the 
location is not limited to the above-described posi- 
tion as long as it is before the wrapping of the 
sheet-like fibrous materials 1 2 by the first sheet 1 . 
The remaining constructions are similar to 
70 those in the embodiment explained with reference 
to Fig. 14. 

Advantages of the Invention 

75 The dispenser-container of the present inven- 

tion containing wet tissues and tissue paper is 
compact and is convenient for portable use, and in 
addition, it can be easily handled because it has no 
hard flange portions, which are often observed in 

20 the conventional dispenser-container containing wet 
tissues and tissue paper. Further, the dispenser- 
container of the present invention is aesthetic. 

The dispenser-container of the present inven- 
tion is simple in its construction, and it has a 

25 construction which is easy to be continuously man- 
ufactured at a low manufacturing cost. 

In case that the second sheet is inside the bag 
as a partition in the dispenser-container of the 
present invention, the second sheet can be rela- 

30 tively thin, though the first sheet is necessary to be 
relatively thick because it is required to be liquid 
impervious, more preferably, gas impervious. Ac- 
cordingly, the cost of the sheets can be low. Fur- 
thermore, the obtained dispenser-container has an 

35 appearance similar to that of a conventionally 
known pillow type dispenser-container, and it is 
aesthetic and its shape is familiar to users. 

In case that the second sheet is outside the 
bag in the dispenser-container of the present in- 

40 vention, the width of the second sheet 8 is not 
limited by the width of the first sheet 1, and ac- 
cordingly, the amount, i.e., the thickness, of the 
contents in a wet condition contained therein can 
be increased. 

45 According to the process of the present inven- 

tion, the dispenser-container of the present inven- 
tion can be easily and continuously manufactured, 
and accordingly, the cost for manufacturing the 
dispenser-container of the present invention can be 

50 inexpensive. 

Besides, according to the process of the 
present invention, the step for securely fixing the 
longitudinal edges of the second sheet and the first 
sheet can be done easily since the two sheets are 

55 fixed before the first sheet is formed in a pillow 
type bag. Further, if fixing operations performed by 
heat sealing, heat can be easily transferred, and 
the heat sealing operation can be surely done. 
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Claims 

1. A dispenser-container comprising a container 
body including two containing spaces, wherein 
one of said containing spaces contains vet 
tissues (11) and the other dry tissues (12), said 
container body being a pillow-type bag made 
by a first and a second flexible sheet (1 , 8), at 
least one of said sheets being of liquid imper- 
vious material, said second flexible sheet (8) 
dividing said pillow-type bag into said too con- 
taining spaces, said first sheet (1) being tubu- 
larly 'formed to provide overlapping longitudinal 
edges of said first sheet, said first and said 
second sheets (1, 8) being attached to each 
other near the transverse seals (15) of the 
pillow type bag and having a first opening at or 
near said overlapping longitudinal edges to 
provide access to one of said containing 
spaces, and a second opening in that bag 
sidewall portion opposite said overlapping lon- 
gitudinal edges to provide access to the other 
of said two containing spaces, characterized in 
that those two lateral side edges of said sec- 
ond sheet (8) running parallel with respect to 
said overlapping longitudinal side edges of 
said first sheet (1) are sealed (13) to said first 
sheet (1) along and substantially parallel with 
respect to said overlapping longitudinal side 
edges of said first sheet (1) to provide said 
space containing said wet tissues (11), which 
space is opposite said overlapping longitudinal 
edges, and said first and said second sheets 
(1 , 8) are sealed together to provide the trans- 
verse seals (15) of the pillow type bag. 

2. A dispenser-container according to claim 1, 
characterized in that said longitudinal edges of 
said first sheet (1) overlapping each other are 
not sealed with each other whereby an open- 
ing (20) for dispensing said dry tissues (12) is 
formed. 

3. A dispenser-container according to claim 1, 
characterized in that said overlapping longitudi- 
nal edges of said first sheet (1) are at most 
slightly sealed (14) with each other in such an 
extent that they can be manually separated, 
whereby an opening (20) for dispensing said 
dry tissues (12) is formed. 

4. A dispenser-container according to claim 1, 
characterized in that said overlapping longitudi- 
nal edges of said first sheet (1 ) are sealed (22) 
with each other; 

said first sheet (1) has a straight weakened 
line (21), for forming an opening (20) for dis- 
pensing said dry tissues (12), near said sealed 



longitudinal edges (22). 

5. A dispenser-container according to claim 1, 2, 
3 or 4 characterized in that a width of said 

5 second sheet (8) is at most the same as that of 

said first sheet (1). 

6. A process for manufacturing a dispenser-con- 
tainer comprising a container body including 

w two containing spaces, wherein one of said 

containing spaces contains wet tissues (11) 
and the other dry tissues (12), said container 
body being a pillow-type bag made by a first 
and a second flexible sheet (1 , 8), at least one 

75 of said sheets being of liquid impervious ma- 

terial, said second flexible sheet (8) dividing 
said pillow-type bag into said two containing 
spaces, said first sheet (1) being tubularly 
formed to provide overlapping longitudinal 

20 edges of said first sheet, and having a first 

opening at or near said overlapping longitudi- 
nal edges to provide access to one of said 
containing spaces, and a second opening in 
that bag sidewall portion opposite said overlap- 

25 ping longitudinal edges to provide access to 

the other of said tow containing spaces, said 
process being characterized by: 

feeding said second flexible sheet (8) in 
such a manner that said second sheet (8) 

30 overlies said first sheet (1 ); 

supplying said wet tissues (11) between 
said first and second sheets (1 , 8) before they 
completely overlie each other; 

supplying said dry tissues (12) in such 

35 manner that they overlie said wet tissues (11) 

sandwiching said second sheet (8) there- 
between; 

attaching both longitudinal edges of said 
second sheet (8) to said first sheet (1); 
40 wrapping said dry tissues (12) by said first 

sheet (1) along a longitudinal direction; 

transversely sealing both said sheets (1, 
8); and 

transversely cutting said sheets (1 , 8). 

45 

7. A process for manufacturing a dispenser-con- 
tainer according to claim 6, which further com- 
prises: 

at most slightly sealing said longitudinal 
50 edges of said first sheet (1) in such an extent 

that they can be manually separated after 
wrapping said dry tissues (12) by said first 
sheet (1). 

55 8. A process for manufacturing a dispenser-con- 
tainer according to claim 6, which further com- 
prises: 

forming a weakened line (21) extending in 
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a straight line near one of the longitudinal 
edges of said first sheet (1 ); and 

sealing said longitudinal edges of said first 
sheet (1) after wrapping said dry tissues (12). 

9. A process for manufacturing a dispenser-con- 
tainer according to claim 6, 7 or 8, character- 
ized in that 

said wet tissues (11) are disposed at a 
position corresponding to a portion to be said 
second opening (2) on the surface of said first 
sheet (1) opposite to that provided with a flap 
(4); 

said second continuous sheet (8) of a liq- 
uid impervious material is fed over said wet 
tissues (11); 

both longitudinal edges of said second 
sheet (8) are attached to said first sheet (1); 

said dry tissues (12) are disposed at a 
position corresponding to said wet tissues (11) 
sandwiching said second sheet (8) there- 
between; 

said wet tissues (11), said second sheet 
(8) and said dry tissues (12) are wrapped by 
said first sheet (1) to overlap longitudinal 
edges of said first sheet (1). 

10. A process for manufacturing a dispenser-con- 
tainer according to claim 6, characterized in 
that 

said wet tissues (11) are disposed onto 
said second continuous sheet (8) of a liquid 
impervious material; 

said first sheet (1), exposing a surface 
thereof provided with a flap (4) outside, is 
overlaid onto said wet tissues (11) in such 
manner that a portion to be said second open- 
ing (2) of said first sheet (1) correspond to said 
wet tissues (11); 

both longitudinal edges of said second 
sheet (8) are attached to said first sheet (1); 

said dry tissues (12) are disposed at a 
position corresponding to said wet tissues (11) 
sandwiching said second sheet (8) there- 
between; 

said wet tissues (11), said second sheet 
(8) and said dry tissues (12) are wrapped by 
said first sheet (1) to overlap the longitudinal 
edges of said first sheet (1). 

11. A dispenser-container comprising a container 
body provided with two containing spaces, 
wherein one of said containing spaces contains 
wet tissues (11) and the other of said contain- 
ing spaces contains dry tissues (12), 

said container body being a bag consti- 
tuted by a first flexible sheet (1) and a second 
flexible sheet (8), at least one of said sheet 



being made of a liquid impervious material; 

said first sheet (1) constituting a bag of a 
pillow-type, having longitudinal edges which 
overlap each other, and transverse end seals; 

5 said second sheet (8) having one of an 

opening (2) and a weakened line for forming 
said opening (2), to permit dispensing of tis- 
sues (11) therethrough, and having a flexible 
flap (4) for resealably covering said opening 

70 (2) for dispensing tissues (11), characterized in 

that: 

said second sheet (8) is attached to that 
outer side of said bag of a pillow type formed 
by said first sheet (1) at entire peripheries (13, 

15 15) thereof to provide said space containing 

said wet tissues (11), which space is opposite 
said overlapping longitudinal edges; and 

said first sheet (1) has a portion defining 
an opening (2) for dispensing said dry tissues 

20 (12) at or near said overlapping longitudinal 

edges of said first sheet (1). 

12. A dispenser-container according to claim 11, 
characterized in that said longitudinal edges of 
25 said first sheet (1) overlapping each other are 

not sealed with each other whereby an open- 
ing (20) for dispensing said dry tissues (12) is 
formed. 

30 13. A dispenser-container according to claim 11, 
characterized in that said overlapping longitudi- 
nal edges of said first sheet (1) are at most 
slightly sealed (14) with each other in such an 
extent that they can be manually separated, 

35 whereby an opening (20) for dispensing said 

dry tissues (12) is formed. 

14. A dispenser-container according to claim 11, 
characterized in that said overlapping longitudi- 

40 nal edges of said first sheet (1) are sealed (22) 

with each other; 

said first sheet (1) has a straight weakened 
line (21), for forming an opening (20) for dis- 
pensing said dry tissues (12), near said sealed 

45 longitudinal edges (22). 

15. A dispenser-container according to claim 11, 
12, 13 or 14 characterized in that a width of 
said second sheet (8) is at most the same as 

50 that of said first sheet (1). 

16. A process for manufacturing a dispenser-con- 
tainer comprising a container body provided 
with two containing spaces, wherein one of 

55 said containing spaces contains wet tissues 

(11) and the other of said containing spaces 
contains dry tissues (12), 

said container body is a bag constituted 
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by a first flexible sheet (1) made of a liquid 
impervious material and a second flexible 
sheet (8); '■ 

said first sheet (1) constitutes a bag of a 
pillow type, having longitudinal edges which 
overlap each other, 

said second sheet (8) has one of an open- 
ing (2) and a weakened line for forming said 
opening (2), to permit dispensing of 'said wet 
tissues (11) therethrough, and has a flexible 
flap (4) for resealably covering said opening 
(2) for dispensing said wet tissues (11), 
said process being characterized by: 

feeding said first flexible sheet (1) in such 
a manner that it overlies said second sheet (8); 

supplying said wet tissues ^(11) between 
said sheets (1 , 8) before they completely over- 
lie each other; 

supplying said dry tissues' (12) in such 
manner that they overlie said wet tissues (11) 
sandwiching said first sheet (1 ) therebetween; 

attaching both longitudinal edges of said 
second sheet (8) to said first sheet (1); 

wrapping said dry tissues (1 2) by said first 
sheet (1) along a longitudinal direction; 

transversely sealing both said sheets (1, 
8); and 

transversely cutting said sheets (1 , 8). 

17. A process for manufacturing a dispenser-con- 
tainer according to claim 16, which further 
comprises: 

at most slightly sealing said longitudinal 
edges of said first sheet (1) in such an extent 
that they can be manually separated after 
wrapping said dry tissues (12) by said first 
sheet (1). 

18. A process for manufacturing a dispenser-con- 
tainer according to claim 16, which further 
comprises: 

forming a weakened line (21) extending in 
a straight line near one of the longitudinal 
edges of said first sheet (1 ); and 

sealing said longitudinal edges of said first 
sheet (1) after wrapping said dry tissues (12). 

19. A process for manufacturing a dispenser-con- 
tainer according to claim 16, 17, or 18, char- 
acterized in that 

said wet tissues (11) are disposed at a 
position corresponding to said portion to be 
said opening (2) on the surface of said second 
sheet (8) opposite to that provided with said 
flap (4); 

said first continuous sheet (1) of a liquid 
impervious material are fed over said wet tis- 
sues (11); 



both longitudinal edges of said second 
sheet (8) are attached to said first sheet (1); 

said dry tissues (12) are disposed at a 
position corresponding to said wet tissues (1 1 ) 
5 sandwiching said first sheet (1) therebetween; 

said dry tissues (12) are wrapped by said 
first sheet (1) to overlap longitudinal edges of 
said first sheet (1). 

w 20. A process for manufacturing a dispenser-con- 
tainer according to claim 16, characterized in 
that 

said wet tissues (11) are disposed onto a 
first continuous sheet (1) of a liquid impervious 
75 material; 

said second sheet (8), exposing a surface 
thereof provided with said flap (4) outside, is 
overlaid onto said wet tissues (11) in such 
manner that said portion to be said opening (2) 
20 of said second sheet (8) correspond to said 

wet tissues (11); 

both longitudinal edges of said second 
sheet (8) are attached to said first sheet (1); 

said dry tissues (12) are disposed at a 
25 position corresponding to said wet tissues (1 1 ) 

sandwiching said second sheet (8) there- 
between; 

said dry tissues (12) are wrapped by said 
first sheet (1) to overlap the longitudinal edges 
30 of said first sheet (1). 

Patentanspriiche 

1. Ausgabebehalter mit einem Behalterkorper mit 

35 zwei Behalterraumen, in dem einer der Behal- 

terraume feuchte Tucher (11) enthalt und der 
andere trockene Tucher (12), wobei der Be- 
halterkorper eine Tasche vom Kissen-Typ bil- 
det, hergestellt aus einem ersten und einem 

40 zweiten flexiblen blattartigen Material (1, 8), 

wobei mindestens eines der blattformigen Ma- 
terialien ein fur Flussigkeit undurchlassiges 
Material ist, und wobei das zweite flexible blatt- 
formige Material (8) die Tasche vom Kissen- 

45 Typ in zwei Behalterraume unterteilt, wobei 

das erste blattformige Material (1) rohrformig 
ausgebildet wird, unter Erzeugung von einan- 
der uberlappenden< langsverlaufenden Kanten 
des ersten blattformigen Materials, wobei das 

so erste und das zweite blattformige Material (1, 

8) miteinander nahe den querverlaufenden Ver- 
siegelungen (15) der Tasche vom Kissen-Typ 
miteinander verbunden werden, mit einer er- 
sten Offnung bei Oder nahe den einander uber- 

55 lappenden langsverlaufenden Kanten, unter 

Bildung eines Zutrittes zu einem der Behalter- 
raume, sowie mit einer zweiten Offnung in 
dem Seitenwandteil der Tasche, gegenOber 
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den einander uberlappenden, langsverlaufen- 
den Kanten, unter Bildung eines Zutrittes zu 
dem anderen der zwei Behalterraume, dadurch 
gekennzeichnet, daB die zwei lateralen Sei- 
tenkanten des zweiten blattformigen Materials 
(8), die parallel zu den einander uberlappen- 
den langsverlaufenden Seitenkanten des er- 
sten blattformigen Materials (1) verlaufen, mit 
dem ersten blattformigen Material (1) versie- 
gelt (13) sind, und zwar langs und praktisch 
parallel bezUglich den einander Uberlappenden 
langsverlaufenden Seitenkanten des ersten 
blattformigen Materials (1) unter Bildung des 
die feuchten TUcher (11) enthaltenden Rau- 
mes, der gegenUber den einander uberlappen- 
den langsverlaufenden Kanten liegt, und dafl 
die ersten und zweiten blattformigen Materia- 
lien (1, 8) unter Bildung der Querversiegelun- 
gen (15) der Kissentyp-Tasche miteinander 
versiegelt sind. 

2. Ausgabebehalter nach Anspruch 1, dadurch 
gekennzeichnet, daB die langsverlaufenden 
Kanten des ersten blattformigen Materials (1), 
die einander uberlappen, nicht miteinander 
versiegelt sind, unter Bildung einer Offnung 
(20) fur die Entnahme der trockenen TUcher 
(12). 

3. Ausgabebehalter nach Anspruch 1, dadurch 
gekennzeichnet, daB die einander uberlappen- 
den langsverlaufenden Kanten des ersten blatt- 
formigen Materials (1) hochstens schwach mit- 
einander versiegelt (14) sind, in einem solchen 
Ausmafle, dafi sie manuell voneinander ge- 
trennt werden konnen, wodurch eine Offnung 
(20) fur die Entnahme der trockenen Tucher 
(12) gebildet wird. 

4. Ausgabebehalter nach Anspruch 1, dadurch 
gekennzeichnet, daB die einander uberlappen- 
den langsverlaufenden Kanten des ersten blatt- 
formigen Materials (1) miteinander versiegelt 
(22) sind; 

und daB das erste blattformige Material (1) 
eine gerade Schwachungslinie (21 ) zur Bildung 
einer Offnung (20) fur die Entnahme der trok- 
kenen Tucher (12) nahe den versiegelten 
langsverlaufenden Kanten (22) aufweist. 

5. Ausgabebehalter nach Anspruch 1 , 2, 3 Oder 4, 
dadurch gekennzeichnet, daB eine Breite des 
zweiten blattformigen Materials (8) hochstens 
gleich ist der des ersten blattformigen Materi- 
als (1). 

6. Verfahren zur Herstellung eines Ausgabebehal- 
ters mit einem Behalterkorper mit zwei Behal- 



terraumen, wobei einer der Behalterraume 
feuchte TUcher (11) enthalt und der andere 
trockene Tucher (12), wobei der Behalterkor- 
per eine Tasche vom Kissen-Typ bildet, herge- 

5 stellt aus einem ersten und einem zweiten 

flexiblen blattformigen Material (1, 8), wobei 
mindestens eines der blattformigen Materialien 
fUr FlUssigkeit undurchlassig ist, und wobei 
das zweite flexible blattformige Material (8) die 

70 Tasche vom Kissen-Typ in zwei Behalterrau- 

me unterteilt, wobei das erste blattformige Ma- 
terial (1) rohrformig verformt wird, unter Ausbil- 
dung von uberlappenden Langskanten des er- 
sten blattformigen Materials, und wobei das 

75 erste blattformige Material eine erste Offnung 

bei oder nahe den einander uberlappenden 
langsverlaufenden Kanten aufweist, unter 
Schaffung eines Zutritts zu einem der Behal- 
terraume, und wobei eine zweite Offnung in 

20 dem Seitenwandteil der Tasche vorgesehen 

ist, gegenuber der einander Uberlappenden 
langsverlaufenden Kanten, unter Bildung eines 
Zutritts zu dem anderen der zwei Behalterrau- 
me, gekennzeichnet durch: 

25 ZufUhren des zweiten flexiblen blattformigen 

Materials (8) in solch einer Weise, daB das 
zweite blattformige Material (8) auf dem ersten 
blattformigen Material (1) aufliegt; 
EinfUhren der feuchten Tucher (11) zwischen 

30 die ersten und zweiten blattformigen Materia- 

lien (1 , 8), bevor diese vollstandig aufeinander- 
liegen; 

Zufuhr der trockenen TUcher (12) in solch ei- 
ner Weise, daB diese Uber den feuchten Tu- 

35 chern (11) liegen, wobei das zweite blattformi- 

ge Material (8) sandwichartig dazwischenliegt; 
Anbringung beider langsverlaufenden Kanten 
des zweiten blattformigen Materials (8) an das 
erste blattformige Material (1); 

40 Umhullen der trockenen Tucher (12) durch das 

erste blattformige Material (1) langs einer 
langsverlaufenden Richtung; 
Querversiegelung beider blattformiger Materia- 
lien (1, 8); und 

45 Zerschneiden der blattformigen Materialien (1, 

8) in Querrichtung. 

7. Verfahren zur Herstellung eines Ausgabebehal- 
ters nach Anspruch 6, das weiterhin umfaBt: 

50 eine hochstens schwache Versiegelung der 

langsverlaufenden Kanten des ersten blattfor- 
migen Materials (1) in einem solchen AusmaB, 
daB sie manuell voneinander getrennt werden 
konnen nach Umhullung der trockenen Tucher 

55 (12) durch das erste blattformige Material (1). 

8. Verfahren zur Herstellung eines Ausgabebehal- 
ters nach Anspruch 6, das weiterhin umfaBt: 
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die Ausbildung einer Schwachungslinie (21), 
die sich als gerade Linie erstreckt nahe einer 
der langsverlaufenden Kanten des ersten blatt- 
formigen Materials (1); und ' 
Versiegelung der langsverlaufenden Kanten 5 
des ersten' blattformigen Materials (1) nach 
Umhullung'der trockenen Tucher (12)> ' 

9. Verfahren zur Herstellung eines Ausgabebehal- 

ters nach Anspruch 6, 7 oder 8, dadurch ge- w 
kennzeichnet, daB die feuchten Tucher (11) in 
einer Position aufgebracht werden, die einem 
Teil der zweiten Offnung (2) auf der Oberfia- 
che des ersten blattformigen Materials (1) ge- 
genuber dem Teil, der mit einer Lasche (4) 75 
versehen ist, entspricht; daB man 
das zweite blattformige Material (8) aus fUr 
Flussigkeit undurchlassigem Material Uber den 
feuchten Tuchern (11) einfuhrt; daB man 
beide langsverlaufenden Kanten des zweiten 20 
blattformigen Materials (8) an dem ersten blatt- 
formigen Material (1) anbringt; daB man 
die trockenen TUcher (12) in einer Position 
anordnet, die den feuchten Tuchern (11) ent- 
spricht, wobei das zweite blattformige Material 25 
(8) sandwichartig dazwischenliegt; und daB 
man 

die feuchten Tucher (11), das zweite blattfor- 
mige Material (8) und die trockenen Tucher 
(12) mit dem ersten blattformigen Material (1) 30 
umhullt, unter Uberlappung der langsverlaufen- 
den Kanten des ersten blattformigen Materials 

(I) . 

10. Verfahren zur Herstellung eines Ausgabebehal- 35 
ters nach Anspruch 6, dadurch gekennzeich- 

net, daB man 

die feuchten Tucher (11) auf das zweite endlo- 
se Blatt (8) aus einem fur Flussigkeit undurch- 
lassigen Material aufbringt; daB man 40 
das erste Blatt (1) mit einer OberflSche, die mit 
einer auBeren Lasche (4) ausgerustet ist, auf 
die feuchten TUcher (11) derart aufbringt, daB 
ein Teil, der die zweite Offnung (2) des ersten 
Blattes (1) bildet, den feuchten Tuchern (11) 45 
entspricht; daB man 

beide langsverlaufenden Kanten des zweiten 
Blattes (8) an dem ersten Blatt (1) anbringt; 
daB man 

die trockenen Tucher (12) in einer Position 50 
aufbringt, die der Position der feuchten Tucher 

(II) entspricht, wobei das zweite Blatt (8) 
sandwichartig zwischen beiden zu liegen 
kommt; und daB man 

die feuchten Tucher (11), das zweite Blatt (8) 55 
und die trockenen Tucher (12) mit dem ersten 
Blatt (1) umhullt, unter Uberlappung der langs- 
verlaufenden Kanten des ersten Blattes (1). 



11. Ausgabebehalter mit einem Behalterkorper, 
der iriit zwei Behalterraumen ausgestattet ist, 
wobei einer der Behalterraume feuchte Tucher 
(11) und der andere der Behalterraume trocke- 
ne TUcher (12) enthalt, wobei der Behalterkor- 
per eine Tasche Oder ein Beutel ist, der gebil- 
det wird durch ein erstes flexibles Blatt (1} und 
ein zweites flexibles Blatt (8), wobei minde- 
stens eines der Blatter aus einem fur Flussig- 
keit undurchlassigen Material besteht; 

wobei das erste Blatt (1) eine Tasche oder 
einen Beutel vom Kissen-Typ bildet, mit langs- 
verlaufenden Kanten, die einander Oberlappen, 
sowie querverlaufenden End-Versiegelungen; 
wobei das zweite Blatt (8) eines aufweist von 
einer Offnung (2) und einer Schwachungslinie 
zur Ausbildung der Offnung (2), um die Ausga- 
be oder Abgabe von Tuchern (11) zu ermogli- 
chen, sowie mit einer flexiblen Lasche (4) fUr 
die wiederversiegelbare Abdeckung der Off- 
nung (2) fUr die Entnahme von Tuchern (11), 
dadurch gekennzeichnet, daB 
das zweite Blatt (8) an der auBeren Seite der 
Tasche vom Kissen-Typ befestigt ist, gebildet 
von dem ersten Blatt (1) an den gesamten 
Peripherien (13, 15) hiervon, unter Bildung des 
Raumes, der die feuchten Tucher (11) enthalt, 
wobei der Raum gegenUber den einander 
Uberlappenden langsverlaufenden Kanten liegt; 
und daB 

das erste Blatt (1) ein Teil aufweist, das eine 
Offnung (2) definiert fur die Entnahme der trok- 
kenen Tucher (12) bei oder nahe den einander 
Uberlappenden langsverlaufenden Kanten des 
ersten Blattes (1). 

12. Ausgabebehalter nach Anspruch 11, dadurch 
gekennzeichnet, daB die langsverlaufenden 
Kanten des ersten Blattes (1) die einander 
uberlappen, nicht miteinander versiegelt sind, 
wodurch eine Offnung (20) fur die Entnahme 
der trockenen TUcher (12) gebildet wird. 

13. Ausgabebehalter nach Anspruch 11, dadurch 
gekennzeichnet, daB die einander uberlappen- 
den langsverlaufenden Kanten des ersten Blat- 
tes (1) hochstens schwach miteinander versie- 
gelt sind (14), in einem solchen Umfang, daB 
sie manuell voneinander getrennt werden kon- 
nen, wodurch eine Offnung (20) fUr die Entnah- 
me der trockenen Tucher (12) gebildet wird. 

14. Ausgabebehalter nach Anspruch 11, dadurch 
gekennzeichnet, daB die einander uberlappen- 
den langsverlaufenden Kanten des ersten Blat- 
tes (1) miteinander versiegelt sind (22); und 
daB 

das erste Blatt (1) eine gerade Schwachungsli- 
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nie (21) aufweist fur die Ausbildung einer Off- 
nung (20) fUr die Entnahme von trockenen 
Tuchern (12) nahe den versiegelten, langsver- 
laufenden Kanten (22). 

15. Ausgabebehalter nach Anspruch 11, 12, 13 
oder 14, dadurch gekennzeichnet, daB eine 
Breite des zweiten Blattes (8) hochstens gleich 
ist derjenigen des ersten Blattes (1). 

16. Verfahren zur Herstellung eines Ausgabebehal- 
ters mit einem Behalterkorper, der zwei Behal- 
terraume aufweist, wobei einer. der Behalter- 
raume feuchte TUcher (11) und der andere der 
Behalterraume trockene TUcher (12) enthalt, 
wobei der Behalterkorper eine Tasche Oder 
einen Beutel darstellt, gebildet aus einem er- 
sten flexiblen Blatt (1), hergestellt aus einem 
fiir , Flussigkeit undurchlassigen Material und 
einem zweiten flexiblen Blatt (8); 

wobei das erste Blatt (1) eine Tasche oder 
einen Beutel vom Kissen-Typ bildet, mit langs- 
verlaufenden Kanten, die einander Oberlappen, 
und wobei das zweite Blatt (8) eines von einer 
Offnung (2) sowie einer Schwachungslinie zur 
Bildung der Offnung (2) aufweist, urn eine Ent- 
nahme der feuchten TUcher (11) hierdurch zu 
ermoglichen, und wobei eine flexible Lasche 
(4) vorgesehen ist fiir die wiederversiegelbare 
Abdeckung der Offnung (2) fur die Entnahme 
der feuchten Tucher (1 1 ), 
gekennzeichnet durch: 

EinfUhren des ersten flexiblen Blattes (1) in 

einer solchen Weise, dafl es auf das zweite 

Blatt (8) zu liegen kommt; 

Einfuhren der feuchten TUcher (11) zwischen 

die Blatter (1 , 8), bevor sie vollstandig Uberein- 

anderliegen; 

Zufuhr der trockenen Tucher (12) derart, daB 
sie auf den feuchten Tuchern (11) zu liegen 
kommen, unter Bildung eines Sandwiches mit 
dem ersten Blatt (1) zwischen den Tuchern; 
Anbringung beider langsverlaufenden Kanten 
des zweiten Blattes (8) an dem ersten Blatt (1); 
Einhullung der trockenen Tucher (12) durch 
das erste Blatt (1) langs einer langsverlaufen- 
den Richtung; 

Querversiegelung beider Blatter (1 , 8); und 
Zerschneiden der Blatter (1, 8) in Querrich- 
tung. 

17. Verfahren zur Herstellung eines Ausgabebehal- 
ters nach Anspruch 16, das weiterhin umfaGt: 
eine hochstens schwache Versiegelung der 
langsverlaufenden Kanten des ersten Blattes 
(1) in einem solchen AusmaB, daB sie manuell 
voneinander getrennt werden konnen, nach 
UmhOllen der trockenen TUcher (12) durch das 



erste Blatt (1). 

18. Verfahren zur Herstellung eines Ausgabebehal- 
ters nach Anspruch 16, das weiterhin umfaBt: 

s die Ausbildung einer Schwachungslinie (21), 

die sich in Form einer geraden Linie nahe der 
Langskanten des ersten Blattes (1) erstreckt; 
und 

Versiegelung der langsverlaufenden Kanten 
w des ersten Blattes (1) nach Umhullung der 

trockenen TUcher (12). 

19. Verfahren zur Herstellung eines Ausgabebehal- 
ters nach Anspruch 16, 17 oder 18, dadurch 

75 gekennzeichnet, daB die feuchten TUcher (11) 

in einer Position aufgebracht werden, entspre- 
chend dem Teil, der die Offnung (2) auf der 
Oberflache des zweiten Blattes (3) bilden soil, 
gegenUber dem Teil, der mit der Lasche (4) 

20 versehen ist; daB man 

das erste endlose Blatt (1) des fUr Flussigkeit 
undurchlassigen Materials uber die feuchten 
TUcher (11) fOhrt; daB man 
beide langsverlaufenden Kanten des zweiten 

25 Blattes (8) an dem ersten Blatt (1) befestigt; * 

daB man 

die trockenen Tucher (12) in einer Position 
aufbringt, entsprechend der der feuchten Tu- 
cher (11), wobei das erste Blatt (1) unter Bil- 
30 dung eines Sandwiches zwischen die beiden 

TUcher zu liegen kommt; und daB man 
die trockenen Tucher (12) mit dem ersten Blatt 

(I) umhUllt, unter Uberlappung der langsver- 
laufenden Kanten des ersten Blattes (1). 

35 

20. Verfahren zur Herstellung eines Ausgabebehal- 
ters nach Anspruch 16, dadurch gekennzeich- 
net, daB man 

die feuchten Tucher (11) auf ein erstes endlo- 
40 ses Blatt (1) aus einem fur Flussigkeit un- 

durchlassigen Material aufbringt; daB man 
das zweite Blatt (8) mit einer Oberflache mit 
einer Lasche (4) nach auBen auf die feuchten 
TUcher (11) in einer solchen Weise aufbringt, 
45 daB das Teil, das die Offnung (2) des zweiten 

Blattes (8) bildet, den feuchten TUchern (11) 
entspricht; daB man 

beide langsverlaufenden Kanten des zweiten 
Blattes (8) an dem ersten Blatt (1) anbringt; 
50 daB man 

die trockenen Tucher (12) in einer Position 
entsprechend derjenigen der feuchten TUcher 

(II) aufbringt, unter Bildung eines Sandwiches 
mit dem zweiten Blatt (8) zwischen den Tu- 

55 chern; und daB man 

die trockenen TUcher (12) mit dem ersten Blatt 
(1) einhullt, unter Oberlappung der langsverlau- 
fenden Kanten des ersten Blattes (1 ). 
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Revendications 

y -': 'M : 

1. Emballage de distribution se composant d'un 
corps d'emballage comprenant deux 'espaces 

de contenance, dans lesquels un desdits espa- 5 
ces de contenance contient des tissus humi- 
des (11) et I'autre des tissus sees '(12), ledit 
corps d'emballage §tant un sachet) du type 
oreiller fabrique d'une premiere et- d'une se- 
"conde feuille flexibles (1, 8), au moins une des w 
r deux feuilles §tant une matiere impermeable 
aux liquides, ladite seconde feuille (8) divisant 
'ledit sachet en lesdits deux espaces de conte- 
nance, ladite premiere feuille (1) §tant formSe 
tubulairement pour fournir des bords de recou- 75 
vrement longitudinaux de ladite premiere feuil- 
le, ladite premiere et ladite seconde feuille (1, 
8) 6tant fixees Tune a I'autre pres des scelle- 
: ments transversaux (15) du sachet de type 
oreiller et ayant une premiere ouverture sur ou 20 
pres desdits bords de recouvrement longitudi- 
naux pour fournir un acces a Tun desdits espa- 
ces de contenance, et une seconde ouverture 
dans cette partie de paroi laterale du sachet a 
I'oppose desdits bords de recouvrement longi- 25 
tudinaux pour fournir un acces & I'autre desdits 
deux espaces de contenance, caracterise en 
ce que ces deux bords lateraux longitudinaux 
de ladite seconde feuille (8) s'&endant paralle- 
lement par rapport auxdits bords de recouvre- 30 
ment longitudinaux de ladite premiere feuille 
(1) sont scell^s (13) & ladite premiere feuille 
(1) le long et essentiellement en parallele par 
rapport auxdits bords lateraux longitudinaux se 
recouvrant de ladite premiere feuille (1) pour 35 
fournir ledit espace contenant lesdits tissus 
humides (11), lequel espace est a Top pose 
desdits bords de recouvrement longitudinaux, 
et lesdites premiere et seconde feuilles (1 , 8) 
sont scellees ensemble pour fournir les scelle- 40 
ments transversaux (15) du sachet -de type 
oreiller. 

2. Emballage de distribution selon la revendica- 

tion 1 , caracterise en ce que les bords longitu- 45 
dinaux de ladite premiere feuille (1) se recou- 
vrant Tun I'autre ne sont pas scelles i'un & 
I'autre formant ainsi une ouverture (20) pour la 
distribution desdits tissus (12). 

50 

3. Emballage de distribution selon la revendica- 
tion 1, caracterise en ce que lesdits bords de 
recouvrement longitudinaux de ladite premiere 
feuille (1) sont au plus legerement scelles (14) 

I'un a I'autre dans une mesure telle qu'ils 55 
peuvent etre manuellement s6pares, formant 
ainsi une ouverture (20) pour la distribution 
desdits tissus sees (12). 



4. Emballage de distribution selon la revendica- 
tion 1, caracte>ise* en ce que les bords de 
recouvrement longitudinaux de ladite premiere 
feuille (1) sont scelles (22) I'un a I'autre ; 

ladite premiere feuille (1) a une ligne droite 
affaiblie (21), pour la formation d'une ouverture 
(20) pour la distribution desdits tissus sees 
(12), pres desdits bords longitudinaux scelles 
(22). 

5. Emballage de distribution selon les revendica- 
tions 1, 2, 3 ou 4 caracterise en ce qu'une 
largeur de ladite seconde feuille (8) est au plus 
la meme que celle de ladite premiere feuille 
d). 

6. Proc6de pour la fabrication d'un emballage de 
distribution se composant d'un corps d'embal- 
lage comprenant deux espaces de contenance, 
dans lesquels un desdits espaces de conte- 
nance contient des tissus humides (11) et I'au- 
tre des tissus sees (12), ledit corps d'emballa- 
ge etant un sachet du type oreiller fabrique* 
d'une premiere et d'une seconde feuille flexi- 
bles (1, 8), au moins une des deux feuilles 
etant une matiere impermeable aux liquides, 
ladite seconde feuille (8) divisant ledit sachet 
en lesdits deux espaces de contenance, ladite 
premiere feuille (1) 6tant formed tubulairement 
pour fournir des bords de recouvrement longi- 
tudinaux de ladite premiere feuille, et ayant 
une premiere ouverture sur ou pres desdits 
bords de recouvrement longitudinaux pour 
fournir un acces a I'un desdits espaces de 
contenance, et une seconde ouverture dans 
cette partie de paroi laterale du sachet a I'op- 
pose desdits bords de recouvrement longitudi- 
naux pour fournir un acces & I'autre desdits 
espaces de contenance, ledit procede etant 
caracterise par : 

I'alimentation de ladite seconde feuille 
flexible (8) dans une mesure telle que ladite 
seconde feuille (8) recouvre ladite premiere 
feuille (1) ; 

I'apport desdits tissus humides (11) entre 
lesdites premiere et seconde feuille (1, 8) 
avant de se recouvrir completement Tune I'au- 
tre ; 

I'alimentation desdits tissus sees (12) 
d'une telle maniere qu'ils recouvrent lesdits 
tissus humides (11) intercalant ladite seconde 
feuille entre eux ; 

la fixation desdits tissus sees (12) par ladi- 
te seconde feuille (8) a ladite premiere feuille 

0); 

I'enveloppement desdits tissus sees (12) 
par ladite premiere feuille (1) dans une direc- 
tion longitudinale ; 
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le scellement de fagon transversale desdi- 
tes deux feuilles (1,8); et 

la coupe de fagon transversale desdites 
feuilles (1, 8). 

7. Procede pour la fabrication d'un emballage de 
distribution selon la revendication 6, qui com- 
prend en outre : 

au plus le scellement de fagon legere des- 
dits bords longitudinaux de ladite premiere 
feuille (1) d'une telle maniere qu'ils peuvent 
etre manuellement separes apres avoir enve- 
loppe lesdits tissus sees (12) avec ladite pre- 
miere feuille (1). 

8. Procede pour la fabrication d'un emballage de 
distribution selon la revendication 6, qui com- 
prend en outre : 

la formation d'une ligne affaiblie (21) 
s'&endant en ligne droite pr&s de Tun des 
bords longitudinaux de ladite premiere feuille 
(1):et 

le scellement desdits bords longitudinaux 
de ladite premiere feuille (1) apr§s avoir enve- 
loppe lesdits tissus sees (12). 

9. Procede pour la fabrication d'un emballage de 
distribution selon les revendications 6, 7, ou 8, 
caracterise en ce que 

lesdits tissus sees (11) sont disposes dans 
une position correspondant a une partie desti- 
r\6e k etre ladite seconde ouverture (2) sur la 
surface de ladite premiere feuille (1) a I'oppo- 
se de celle fournie avec un volet (4) ; 

ladite seconde feuille continue (8) d'une 
matiere impermeable aux liquides est fournie 
sur lesdits tissus sees (11) ; 

les deux bords longitudinaux de ladite se- 
conde feuille (8) sont attaches h ladite premie- 
re feuille (1) ; 

lesdits tissus sees (1 2) sont disposes dans 
une position correspondant auxdits tissus hu- 
mides (11) intercalant entre eux ladite seconde 
feuille (8) ; 

lesdits tissus humides (11), ladite seconde 
feuille (8) et lesdits tissus sees (12) sont enve- 
lopp§s par ladite premiere feuille (1) pour re- 
couvrir des bords longitudinaux de ladite pre- 
miere feuille (1). 

10. Procede pour la fabrication d'un emballage de 
distribution selon la revendication 6, caracteri- 
se en ce que 

lesdits tissus humides (11) sont disposes 
sur ladite seconde feuille continue (8) d'une 
matfere impermeable aux liquides ; 

ladite premiere feuille (1), exposant une 
surface sur celle-ci pourvue d'un volet (4) exte- 



rieur, recouvre lesdits tissus humides (11) dans 
une mesure telle qu'une partie destinee h etre 
ladite seconde ouverture (2) de ladite premiere 
feuille (1) correspond auxdits tissus humides 
5 (11); 

les deux bords longitudinaux de ladite se- 
conde feuille (8) sont fixes a ladite premiere 
feuille (1) ; 

lesdits tissus sees (12) sont disposes dans 
70 une position correspondant auxdits tissus hu- 

mides (11) intercalant entre eux. ladite seconde 
feuille (8) ; 

lesdits tissus humides (11), ladite seconde 
feuille (8) et lesdits tissus sees (12) sont enve- 
75 loppes par ladite premiere feuille (1) pour re- 

couvrir les bords longitudinaux de ladite pre- 
miere feuille (1). 

11. Emballage de distribution se composant d'un 
20 corps d'emballage pourvu de deux espaces de 

contenance, dans lequel Tun desdits espaces 
de contenance contient des tissus humides 
(11) et I'autre desdits espaces de contenance 
contient des tissus sees (1 2), 

25 ledit corps d'emballage etant un sachet 

constitu£ par une premiere feuille flexible (1 ) et 
une seconde feuille flexible (8), au moins Tune 
des deux feuilles etant fabriquee d'une matiere 
impermeable aux liquides ; 

30 ladite premiere feuille (1) constituant un 

sachet de type oreiller, ayant des bords longi- 
tudinaux qui se recouvrent, et des scellements 
d'extremites transversaux ; 

ladite seconde feuille (8) ayant une ouver- 

35 ture (2) et une ligne affaiblie pour la formation 

de ladite ouverture (2), pour permettre la distri- 
bution de tissus (11) h travers elle, et ayant un 
volet souple (4) pour couvrir de manure amo- 
vible ladite ouverture (2) pour la distribution de 

40 tissus (11), caracterise en ce que : 

ladite seconde feuille (8) est fix£e sur le 
cote exteme dudit sachet de type oreiller for- 
me par ladite premiere feuille (1) sur les pour- 
tours entiers de celle-ci (13, 15) pour fournir 

45 ledit espace contenant lesdits tissus humides 

(11), lequel espace est a I'oppose des bords 
de recouvrement longitudinaux ; et 

ladite premiere feuille (1) comporte une 
partie definissant une ouverture (2) pour la 

50 distribution desdits tissus sees (12) sur ou prfcs 

desdits bords de recouvrement longitudinaux 
de ladite premiere feuille (1). 

12. Emballage de distribution selon la revendica- 
55 tion 1 1 , caracterise en ce que les bords longi- 
tudinaux de ladite premiere feuille (1) se re- 
couvrant I'un I'autre ne sont pas scelles I'un 
avec I'autre formant ainsi une ouverture (20) 

21 
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pour la distribution desdits tissus sees (12). 

13. Emballage de distribution selon la revendica- 
tion 1 1 , caracterise en ce que lesdits bords de 
recouvrement longitudinaux de ladite premiere- 
feuille (1) sont au plus legerement scelles (14) 
I'un avec i'autre dans une mesure telle qu'ils 
peuvent etre manuellement separes, formant 
ainsi une ouverture (20) pour la distribution 
desdits tissus sees (12). 

14. Emballage de distribution selon la revendica- 
tion 11, caracterise en ce que lesdits bords de 
recouvrement longitudinaux de ladite premiere 
feuille (1) sont scelles (22) run a I'autre ; 

ladite premiere feuille (1) a une ligne droite 
affaiblie (21), pour la formation d'une ouverture 
(20) pour la distribution desdits tissus sees 
(12), pres des bords scelles longitudinaux (22). 

15. Emballage de distribution selon les revendica- 
tions 11, 12, 13, ou 14 caracterise en ce 
qu'une largeur de ladite seconde feuille (8) est 
au plus la meme que celle de ladite premiere 
feuilie (1). 

16. Procede pour la fabrication d'un emballage de 
distribution se composant d'un corps d'embal- 
lage pourvu de deux espaces de contenance, 
dans lequel un desdits espaces de contenance 
contient des tissus humides (11) et I'autre des- 
dits espaces de contenance contient des tissus 
sees (12), 

ledit corps d'emballage est un sachet 
constitu£ par une premiere feuille flexible (1) 
fabriquee d'une matiere impermeable aux liqui- 
des et d'une seconde feuille flexible (8) ; 

ladite premiere feuille (1) constitue un sa- 
chet de type oreiller, ayant des bords longitu- 
dinaux qui se recouvrent I'un I'autre, 

ladite seconde feuille (8) comporte une 
ouverture (2) et une ligne affaiblie pour la 
formation de ladite ouverture (2), pour permet- 
tre la distribution desdits tissus humides (11) a 
travers elle, et comporte un volet souple (4) 
pour couvrir de maniere amovible ladite ouver- 
ture (2) pour la distribution desdits tissus humi- 
des (11), 

ledit procede etant caracterise par : 

I'alimentation de ladite premiere feuille 
flexible (1) dans une mesure telle qu'elle re- 
couvre ladite seconde feuille (8) ; 

I'apport desdits tissus humides (11) entre 
lesdites feuilles (1, 8) avant qu'elles ne se 
recouvrent completement Tune I'autre ; 

I'apport desdits tissus sees (12) dans une 
mesure telle qu'ils recouvrent lesdits tissus 
humides (11) intercalant entre eux ladite pre- 



miere feuille (1) ; 

la fixation des deux bords longitudinaux de 
ladite seconde feuille (8) a ladite premiere 
feuille (1); 

5 I'enveloppement desdits tissus sees (12) 

par ladite premiere feuille (1) dans une direc- 
tion longitudinale ; 

le scellement de manure transversale des- 
dites deux feuilles (1,8); et 

lo la coupe de maniere transversale desdites 

feuilles (1,8). 

17. Procede pour la fabrication d'un emballage de 
distribution selon la revendication 16, qui com- 

75 prend en outre : 

au plus le scellement de maniere legere 
desdits bords longitudinaux de la premiere 
feuille (1) dans une mesure telle qu'ils peuvent 
etre manuellement separes apres I'enveloppe- 

20 ment desdits tissus sees (12) par ladite pre- 

miere feuille (1). 

18. Procede pour la fabrication d'un emballage de 
distribution selon la revendication 16, qui com- 

25 prend en outre : 

la formation d'une ligne affaiblie (21) 
s'etendant en ligne droite pres de Tun des 
bords longitudinaux de ladite premiere feuille 
(1);et 

30 le scellement desdits bords longitudinaux 

de ladite premiere feuille (1) apres I'enveloppe- 
ment desdits tissus sees (12). 

19. Procede pour la fabrication d'un emballage de 
35 distribution selon les revendications 16, 17, ou 

18, caracterise en ce que 

lesdits tissus humides (11) sont disposes 
dans une position correspondant a ladite partie 
destinee a etre ladite ouverture (2) sur la surfa- 
40 ce de ladite seconde feuille (8) a ('oppose de 

celle pourvue dudit volet (4) ; 

ladite premiere feuille continue (1) d'une 
matiere impermeable aux liquides est placee 
sur lesdits tissus humides (11) ; 
45 les deux bords longitudinaux de ladite se- 

conde feuille (8) sont fixes a ladite premiere 
feuille (1) ; 

lesdits tissus sees (12) sont disposes dans 
une position correspondant auxdits tissus hu- 
50 mides (11) intercalant entre eux ladite premie- 

re feuille (1) ; 

lesdits tissus sees (12) sont enveloppes 
par ladite premiere feuille (1) pour recouvrir 
des bords longitudinaux de ladite premiere 
55 feuille (1). 

20. Procede pour la fabrication d'un emballage de 
distribution selon la revendication 16, caracteri- 
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se en ce que 

lesdits tissus humides (11) sont disposes 
sur une premiere feuille continue (1) d'une 
matiere impermeable aux liquides ; 

ladite seconde feuille (8), exposant une 5 
surface exterieure de celle-ci pourvue dudit 
volet (4), recouvre lesdits tissus humides dans 
une mesure telle que ladite partie destin£e & 
etre ladite ouverture (2) de ladite seconde 
feuille (8) correspond auxdits tissus humides 10 
(11); 

les deux bords longitudinaux de ladite se- 
conde feuille (8) sont fixes a ladite premiere 
feuille (1) ; 

lesdits tissus sees (12) sont disposes dans 75 
une position correspondant auxdits tissus hu- 
mides (1 1 ) intercalant entre eux ladite seconde 
feuille (8) ; 

lesdits tissus sees (12) sont enveloppes 
par ladite premiere feuille (1) pour recouvrir les 20 
bords longitudinaux de ladite premiere feuille 
(1)- 
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FIG. 7 




FIG.8 
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FIG.11 




FIG.12 
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FIG.17 
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